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SECTION  XII.  ACME  THREADS* 

1.  GENERAL  AND  HISTORICAL 

When  formulated  prior  to  1895,  Acme  threads 
were  intended  to  replaee  square  threads  and  a 
variety  of  threads  of  other  forms  used  ehiefly  for 
the  purpose  of  produeing  traversing  motions  on 
macnines,  tools,  ete.  Acme  threads  are  now 
e.xtensively  used  for  a  variety  of  purposes.  This 
seetion  provides  for  two  general  applieations  of 
Acme  threads,  namely,  general  purpose  and 
centralizing.^ 

The  three  elasses  of  general  purpose  threads 
have  clearances  on  all  diameters  for  free  movement 
and  may  be  usea  in  assemblies  with  the  internal 
thread  rigidly  fixed  and  inowiiu  nl  of  thu  external 
thread  in  a  direction  perpendicular  to  its  axis 
limited  by  its  bearing  or  bearings.  The  five 
classes  of  centralizing  threads  have  a  limited 
clearance  at  the  major  diameters  of  the  external 
and  internal  threads,  so  that  a  bearing  at  the  major 
diameter  maintains  approximate  alincment  of  the 
thread  axis  and  prevents  wedging  on  the  flanks 
of  the  thread.  For  any  combination  of  the 
five  classes  of  threads  covered  in  this  section  some 
end  play  or  backlash  will  result.  This  is  unavoid¬ 
able  for  interchangeable  product.  \Mien  backlash 
or  end  play  is  objectionable,  some  mechanical 
means  should  be  piovidcd  to  eliminate  the  con¬ 
dition.  The  following  practices  have  been 
successfully  used: 

(al  The  internally  threaded  member  is  split 
arallel  with  the  axis  and  adjusted  and  lapped  to 
t  the  externally  threaded  member; 

(6)  the  internally  threaded  member  is  tapped 
first  and  the  externally  threaded  member  is  milled, 
ground,  or  otherwise  machined  to  fit  the  internally 
threaded  member; 

(c)  the  intcmall}’^  threaded  member  is  split 
perpendicular  to  the  axis,  and  the  two  parts  are 
adjusted  to  bear  on  opposite  flanks  of  the  thread 
of  the  externally  threaded  member. 

In  any  case,  sufficient  end  plaj*^  must  be  left  to 
provide  a  close  running  fit. 

In  addition  to  limits  of  size  for  the  standard 
series  of  diameters  and  pitches  of  Acme  threads, 
tables  of  pitch  diameter  tohranccs  provide  for 
a  wide  choice  of  diameters  for  a  given  standard 
pitch,  and  by  use  of  the  formulas  for  diameter 
and  pitch  inerements  shown  in  tables  XII. 6,  XII.7, 
and  XII.8,  pp.  7,  8,  and  9,  the  pitch  diameter  tol- 


*  This  section  Is  In  substantial  aprerment  with  American  Standards  Associ* 
atlon  publication  ASA  BKS,  “Acme  Screw  Threads,*'  which  is  published  by 
the  A9ME,  29  \V.  39th  St.,  New  York  18,  N.Y.  The  latest  revision  should 
be  consulted  when  referring  to  this  ASA  doe  iment. 

*  Stub  Acme  threads  are  covered  in  section  Xlll,  p.  18. 


ances  for  special  diameters  and  pitches  can  be  de¬ 
termined  for  cacii  class.  Formulas  and  data  for 
use  with  special  threads  arc  also  provided  in  table 
XII. 5,  p.  6,  for  pitch  diameter  allowances  on 
external  threads,  and  in  table  XII.4,  p.  5,  for 
major  and  minor  diameter  allowances  and 
tolerances. 

Multiple  threads  should  be  considered  when 
fast  relative  motion  is  required. 

\\liile  threads  for  valve  operation  may  be  made 
to  this  staixlard,  this  application  is  highly  special¬ 
ized  and  these  data  should  not  be  used  without 
consultation  with  the  valve  manufacturer. 

2.  SPECIFICATIONS  FOR  ACME 
FORM  OF  THREAD 

1.  Axglk  of  Thkk.vd. — The  angle  between  the 
flanks  of  the  thread  measured  in  an  axial  plane 
'tUiiU  Iw  29°  Tlie  line  Wseeting  this  2'i°  iingb' 
shall  be  perpendicular  to  tbc  axis  of  the  thread. 

2.  Pitch  of  Thjjkad. — The  pitch  of  a  thread  is 
the  distance,  measured  parallel  to  its  axis,  between 
corresponding  points  on  adjacent  thread  forms. 

3.  Height  of  Thke.vd. — The  basic  height  of  the 
thread  shall  be  equal  to  one-half  of  the  pitch. 

4.  Thickness  ofThre.vd. — The  bash^  thickness 
of  the  thread  at  a  diameter  smaller  by  one-half 
the  piteh  than  the  basic  major  diameter  shall  be 
equal  to  one-half  of  the  piteh. 

5.  Allowance  (Minimum  Clearance)  at 
Major  and  Minor  Diameters. — (a)  Oeneral 
purpose  threads. — A  minimum  diametrical  clear¬ 
ance  is  provided  at  the  minor  diameter  of  all 
external  threads  by  establishing  the  maximum 
minor  diameter  0.020  in.  below  the  basic  minor 
diameter  for  10  threads  per  inch  (tpi)  and  coarser, 
and  0.010  in.  for  finer  pitches. 

A  minimum  diametrical  clearance  at  the  major 
diameter  is  obtained  by  establishing  the  minimum 
major  diameter  of  the  internal  thread  0.020  in. 
above  the  basic  major  diameter  for  10  tpi  and 
coarser,  and  0.010  in.  for  finer  pitches. 

(6)  ('entralizimj  threads. — A  minimum  dia¬ 
metrical  clearance  is  provided  at  the  minor 
diameter  of  all  external  threads  by  establishing  the 
maximum  minor  diameter  0.020  in.  below  the  basic 
minor  diameter  for  10  tpi  and  coarser,  and  0.010 
in.  for  finer  pitches.  A  minimum  diametrical 
clearance  for  the  fillet  is  provided  at  the,  minor 
diameter  by  establishing  the  minimum  minor 
diameter  of  the  internal  thread  O.lp  greater  than 
the  basic  minor  diameter. 

A  minimum  diametrical  clearance  at  the  major 
dip..ieter  is  obtained  by  establishing  the  minimum 
major  diameter  of  the  internal  thread  O.OOl-y^ 
above  the  basic  major  diameter. 
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6.  Champers  and  Fillets. — (a)  General  pur- 
pose  threads. — External  threads  may  have  the 
crest  comers  chamfered  at  an  angle  of  45°  with 
the  axis  to  a  maximum  depth  of  0.0667p.  This 
corresponds  to  a  maximum  width  of  chamfer  flat 
of  0.09452). 

(6)  Centralizing  threads. — External  threads 
shall  have  the  crest  comem  chamfered  at  an  angle 
of  45°  with  the  axis  to  a  minimum  depth  of  O.Obp 
and  a  maximum  depth  of  0.06672).  This  corre¬ 
sponds  to  a  minimum  width  of  chamfer  flat  of 
0.07072)  and  a  maximum  width  of  0.09452).  (See 
tabic  XII.2,  cols.  6  and  7.) 

External  threads  for  classes  2C,  3C,  and  4C 
may  have  a  fillet  at  the  minor  diameter  not  greater 
than  O.lp  and  for  classes  5C  and  6C  the  minimum 
fillet  shall  be  0.07p,  and  the  maximum  fillet  0.1/). 

Internal  threads  of  all  classes  may  have  a  fillet 
at  the  major  diameter  not  greater  than  0.06/). 

7.  Uimevmons — (a)  (urw/ttf — For  gim- 
eral  purpose  threads,  the  basic  thread  form  dimen¬ 
sions  for  the  most  generally  used  pitches  are  given 
in  table  XII.  1;  the  basic  thread  lorm  is  symmet¬ 
rical  and  is  illustrated  in  figure  XII.  1. 

For  centralizing  threads,  the  basic  dimensions 
for  the  most  generally  used  pitelies  are  given  in 


table  XII.2;  the  basic  thread  form  is  symmetrical 
and  is  illustrated  in  figure  XII.2. 


Table  XII. 1 — Haste  dimensions,  general  purpose  Acme 
threads 


Threads 

i)cr 

inch, 

n 

Pitch, 

P 

Height  of 
thread 
(basic), 
h=0.5p 

Total 
height  of 
thread, 

allow¬ 
ance  ■ 

Thread 

thick- 

n(’ss 

(basic), 

<=0,5p 

Width  of  flat  at: 

Crest  of 
internal 
thread 
(basic), 
/’«= 
0,3707p 

Root  of 
internal 
thread, 

Frn’’ 

0.3707p- 
0,259X 
allowance  » 

I 

2 

o 

4 

5 

6 

7 

ill. 

in. 

in. 

in. 

in. 

i/I. 

Irt  . 

0.002511 

0.  (13125 

1  0.03<i2 

0,  (13125 

0. 0232 

0. 0206 

14 

.  07143 

.113571 

.  0407 

, 03571 

.0265 

.0239 

U 

.083:» 

.04107 

.  0407 

,04167 

.0309 

.0283 

lb  . 

.  10000 

.05000 

.  (HlOO 

.05000 

.1)371 

.0319 

8.  .  . 

.1251)0 

.00250 

.0725 

.00250 

.0463 

.0411 

fi . 1 

.  lfifif.7 

.08333 

.09*13 

.08333 

.0618 

.0566 

5 . 1 

.2(NI00 

.  KKNN) 

.1100 

.  10000 

.0741 

.0689 

4 . 

•  JSnwi 

.  WSOK 

.ISSn 

.«ar 

,  jaK 

3 . 

.33333 

.  10067 

.  1707 

.  P  '667 

.1*236 

.1184 

2'i - 

.40(100 

.2UU10 

.2100 

J0fX)0 

.1483 

.1431 

2 . 

.50000 

.25000 

.2600 

.251.00 

.1853 

.1802 

1' . 

.lililtli) 

.33333 

.3433 

.2471 

.2419 

IM-- 

.750U0 

. 37500 

.385(1 

.37:iOO  1 

.  2780 

.2728 

1 . 

l.OUUUO 

.50000 

.5100  1 

Pm) ! 

1 

.  3707 

3655 

•  for  uiluMaiu-e.  liilflc  XTl-I,  tVl.  J. 


'^INTERNAC: .  THREAD; 

ALLOWANCt 


/  BASte  X  PITCH 


ALLOWANCE  0N~^ 

'PITCH  Diameter 

v/.  /y  '  .  ' 


allowance  on— 

MINOR  DIAMETER 


'  ■  ''  //  >7/'  yv 

EXTERNAL^  THREAD 
/(SCREW)///,/ 


Figure  XII.l. — General  purpose  Acme  thread  form. 

.Notation 

2a-29® 
a-14®30' 
p- pilch 

fl^DuniberoIthrcads  per  inch 
^^-nunilMT  of  turns  per  inch 
A*busic  height  of  thrctkl«0  5p 
f-thickness  of  threwl-O.Sp 

Ff»-0.3707p-  basic  u itlth  of  Hat  of  cn'St  of  InU^mal  tiircad 
/’o*0.3707p-l>aslc  \ridth  of  fiat  of  crest  ofextern.i!  thn^ad 
>'fii*>0.3707p— 0.2WX(ntalor'<ll4iueUT  nllowtince  on  Intcmtd  thread) 
/V.  *0.3707p— 0.259X(inin<..*-diaineUT  allowance  on  external  thread  — 
pltch-dlameier  allcwuuce  on  external  thread). 
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Table  XII. 2 — Basic  dimensions,  centralizing  Acme  threads 


Threads  per 
inch, n 

Pitch, p 

Height  of 
thread  (basic), 
ft=0.5p 

Total  height 
of  thread 
(all  external 
threads) 
A,"A+0.5 
allowance  • 

"" 

Thread  thick* 
ness  (basic), 
f=0.5p 

45®  chamfer  crest  of  central¬ 
izing  external  threads 

.Max  fillet 
radius,  root 
of  centralizing 
tapped  hole, 
0.04’.p 

Fillet  radius  at  minor  diameter 
of  centralizing  screws 

Min  depth, 
0.05p 

Min  width  of 
chamfer  flat, 
0.0707P 

Min  (cla.sses 

5  and  0  only), 
0.07p 

Max  (all 
cla.sa‘s). 
O.lOp 

1 

2 

3 

4 

5 

7 

8 

9 

10 

in. 

in. 

tn. 

m. 

In. 

irt. 

(a. 

in. 

in. 

16 . 

0.06250 

0.03125 

0.0362 

U.  03125 

U.tXKil 

0.4XM4  1 

0.0040 

0. 0044 

0.0062 

14 . 

.07143 

.03571 

.0407 

.03571 

.  (K)3f> 

.  4X450 

.0040 

.0050 

.0071 

12 . 

.08333 

.04167 

.0467 

.  04167 

.tN)42 

.4X460  1 

.0050 

.0058 

.0083 

10 . 

. 10000 

.05000 

.06(X) 

.05000 

.0050 

.4X470 

.004X4 

.  (X)74) 

.0100 

8 . 

.12500 

.06250 

.0725 

.C6250 

.<NNi2 

.  44090 

.0075 

.0088 

.0125 

6 . 

. 16667 

.08333 

.0933 

.08333 

.0083 

.4)120  1 

.0100 

.0117 

.0187 

5 . 

.20000 

.  10000 

.1100  , 

.  iMmo 

.014X1 

.0140 

.0120 

.0140 

.02(40 

4 . 

.25000 

.  »2500 

.1350 

.  12500 

.0125 

.44180  1 

.0150 

.0175 

.0250 

3 . 

.33333 

.  l()f)67 

.  1767 

.  I«i67 

.4)1417 

.  4)244) 

.0200 

.  0233 

.0333 

2H . 

.40000 

.20000 

.2100 

.20000 

.024X4 

.4)280 

.0240 

.0280 

.o-.oo 

2 . 

.50000 

.25000 

.2600 

.  4)2544 

.0350 

.0300 

.0350 

.0500 

IH . 

.  6(>667 

.33333 

.3433 

.33333 

.443344 

.  0470 

.044)0 

.044)7 

.064)7 

JH . 

.75000 

. 37500 

.3850 

.37500 

.**380 

.0530 

.0450 

.0525 

.0750 

1 . 

1.00000 

.50000 

.5100 

.  .500IN) 

.  4«5(XI 

j 

.4)710 

.OTXX) 

.0700 

.1000 

•  For  allowonce,  aeo  table  XII.4,  col.  3. 


INTERNAL^  THREAO^^ 

v\W\\  /AH  IT\  s  vWWVVO^^- 


Ficvre  XII. 2. — Centralizing  Acme  th  rad  form. 

Notation 

2a-29® 
p- pitch 

n>nuail'er  of  threads  per  Inch 
^•number  of  turns  iier  Inch 
A  "basic  helsht  of  thread  >0.5  p 
{"thickness  of  thread "0.5  P 

F<*"0.3707p"  l>asic  width  of  flat  of  crest  of  Internal  thread 
Fr«"0.37Q7p"baslc  width  of  ftat  of  crest  of  external  thread 
Fr»"0.3707p—0J250X(ma)or-dl9n)eter  allowance  on  internal  thread) 
Fr."0.3707p— OJM«X(ralDW-dlaroeter  allowance  on  external 
thread— pitch-diameter  allowance  on  external  thread). 

Frn  and  Fr,  are  zueasurea  from  the  intersections  of  the  straight  flanks  and  roots. 
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(6)  Special  requirements  {deviations  from  nomi¬ 
nal  diameter). — Applications  requiring  special  ma¬ 
chining  processes  resulting  in  a  basic  diameter 
other  than  the  nominal  diameters  shown  in  table 
XII.3,  column  1,  shall  have  allowances  and  toler¬ 
ances  in  accordance  with  table  XII.4,  footnote  a; 
table  XII. 5;  and  tabulated  tolerances,  tables 
XIL6,  XII.7,  and  XII.8. 

(c)  Special  diameters. — Special  diameters  not 
shown  in  table  XII.3  or  not  divisible  by  Jfe,  shall 
show  the  actual  basic  major  diameter  in  decimals 
on  drawings,  specifications,  and  tools. 


These  dinmetei’s  and  pitches  have  been  carefully 
selected  to  meet  tlie  present  needs  with  the  few¬ 
est  number  of  items,  in  order  to  reduce  to  a  mini¬ 
mum  the  inventorj’  of  both  tools  and  gages. 


4.  CLASSIFICATION  AND  TOLERANCES,  ACME 
THREADS 


There  are  established  herein  three  classes  of 
threads  for  general  purpose  and  five  classes  for 
centralizing  Acme  threads,  as  follows: 


TyiM*  ofthmid 


Cltiss  of  thrond 


3.  STANDARD  ACME  THREAD  SERIES « 

There  has  been  selected  a  scries  of  diam(*ters 
and  associated  pitches  of  Acme  threads  listed  in 
table  XIL3  which  is  recommended  as  preferred. 

*  When  Acme  centrnllzinj'  threads  are  prodneed  In  single  nnits  or  In  very 
small  quantities  (and  principally  in  sizes  larger  titan  the  rtinge  of  oonimerehil 
taiw  and  dies)  where  the  maniifniturlng  process  employs  cntllng  tools  (such 
as  lathe  cutting),  it  may  he  economically  advantageous  and  th«‘rcl<>re  desir¬ 
able  to  have  the  centralizing  control  of  the  mating  threads  located  at  tht^  minnr 
diamtters. 

Particularly  under  the  above-mentioned  type  of  manufacturing,  the  ad¬ 
vantages  cited  for  minor  diameter  centralizing  control  over  centralizing  con¬ 
trol  at  the  major  diameters  of  the  muting  threads  are: 

(1)  (Ireater  ease  and  faster  checking  of  machined  thread  dimensions.  It 
Is  much  easier  to  measure  the  minor  diameter  (root )  of  the  external  tim*ad  and 
the  mating  minor  diameter  (crest  or  bore)  of  the  Internal  thread  than  it  Ls  to 
determine  the  major  diameter  (root)  of  the  Internal  thread  and  the  major 
diameter  (crest  or  turn)  of  the  external  thread; 

(2)  better  manufacturing  control  of  the  machined  size  due  to  greater  ease 
of  cheeking; 

(3)  lower  manufacturing  costs. 


General  pijr|¥»»i* . . 

i 

20  i 

.•iO 

4(1 

1 

i 

2C  i 

1 

3C 

iC 

5C  1 

6C 

Tlit'se  clnssi's,  together  with  tlip  iiccoiupnnying 
spocifipations,  arp  for  tlip  jiurposp  of  assuring  the 
intprehangpiihlp  lunniifiicturp  of  Apinp  tlirpiidpd 
parts.  Earh  user  is  frpp  to  selppt  the  elassps  host 
adapted  to  his  partiiailar  needs.  It  is  suggested 
that  external  and  internal  threads  of  the  same  elass 
be  used  together  for  either  general  purpose  or 
(“entrnlizing  assc'niblies.  If  less  l)aeklnsh  or  end 
play  than  provided  by  class  2  is  desired,  classes  3 
and  4  are  provided  for  l)oth  general  purpose  and 
(“cntralizing  threads,  and  classes  5C  and  6C  for 
centralizing  threads  onl}’. 


Table  XII.3 — Acme  thread  series,  basic  diameters  and  thread  data 


Idont.lflcatlon 

Basie  diameters 

Thread  dala 

General  purpose,  nil 

Centrallzlne,  ela.sses 

Lcail  ancle  at  haste 

classes,  and  centrallzlnn. 

6C  and  60 

Pitch  diameter 

classes  2C,  3C,  and  4C 

— 

Noml- 

Thread 

Basie 

Basic 

Oenoml 

nt>l 

Threads 

thick- 

heliihl 

width 

purpose*. 

.Shear 

Stress 

sizes 

per 

Pileh, 

m\ss  at 

of 

of  Hat, 

all 

Pentral- 

area, 

ari'a, 

(all 

inch, n 

Pitch 

Minor 

Major 

Pitch 

Minor 

P 

plteh 

Ihr.'ad, 

F- 

elsww.s, 

izinc 

eh«s 

elass 

elossesi 

dlam. 

dlam- 

dlam- 

dlam- 

diam* 

lino. 

and  (n*n- 

ela.'wes 

30  » 

30  b 

diani' 

eter, 

e.cr,  K= 

eter, 

eter, 

eter.  JC- 

triii'ing 

SC  and 

cter,  D 

(D-h) 

(D-Ut) 

(Zl -0.02.1 

(«-») 

(11-21,) 

eljU5S<*s 

yJJ) 

2r.3r. 

X 

and  4C, 

X 

1 

2 

3 

4 

5 

6 

7 

8 

9 

10 

11 

12 

13 

14 

15 

16 

in. 

in. 

in. 

in. 

in. 

in. 

in. 

in. 

in. 

i». 

itt. 

drg  min 

drg  tnin 

xff  in. 

so  in. 

M 

Ifi 

HVWili 

ffinwni 

mwima 

0. 0312.5 

5  12 

14 

.3123 

.2708 

.2411 

.07143 

.  03.571 

.03.571 

.(665 

4  42 

.  .451 

.0474 

12 

^Kwn' 

.3333 

.2917 

.083.33 

.(m67 

.(H167 

.0309 

4  33 

.  54.5 

_ 

12 

.4375 

.3958 

.3542 

. 

.08:13:1 

.04167 

.W167 

.0309 

3  50 

,6»*i0 

a  . 

10 

0.4323 

.  lOtKX) 

.U.5(KK) 

.  05(KK) 

.0371 

4  3 

4  13 

.749 

.1287 

H . 

8 

,5625 

.  60.52 

.5427 

.4802 

.  125<l) 

.062.^) 

.  062.50 

.0463 

4  3 

4  12 

,941 

.2043 

»i  . 

6 

.6667 

.5833 

.7284 

.  6451 

.5617 

.  ItiTiO? 

.(M333 

.(h:i33 

.0618 

4  33 

4  42 

1. 108 

.2848 

. 

.71117 

.8516 

.7683 

.6K49 

.  I6l9i7 

.(Ki33 

.(M333 

.OfilK 

3  .50 

3  57 

1.  m 

,4150 

i . 

.8000 

.8750 

.7750 

.  lUUUII 

.  KKKX) 

.0741 

4  3 

4  10 

1.519 

.,5354 

m . 

.9250 

1.0985 

.9!»85 

.8985 

.  3X100 

.lOOtX) 

.  I(XXK) 

.0741 

3  33 

3  39 

1.751 

i« _ 

1.2500 

1.1500 

1. 05i)0 

1.2220 

1.  1220 

l.tr220 

.  3XMX> 

.  1<KXX» 

.  l(XMK) 

.0741 

3  10 

3  15 

1.9H3 

.907 

IH 

1.2500 

1. 1250 

1.3457 

1.2207 

l.tW,57 

.  2.va» 

.  1^500 

.  12500 

.0927 

3  39 

3  44 

2.  130 

1.059 

iw  .... 

1.5000 

1.4<HH 

1.  3444 

1.2194 

.  125(X) 

.  12.5(X) 

.0927 

3  19 

3  23 

2.372 

1.298 

m . 

1.7500 

1.5000 

1.7169 

1.  59)9 

1.4660 

.25000 

.  12.5(K) 

.  12.5(K» 

.0927 

2  48 

2  52 

2.837 

1.851 

2  . 

lam 

1.8750 

1.  75(U 

1.9646 

1.8396 

1. 7146 

.  25(XX) 

.  l^VX) 

.  125(M) 

.  (X»27 

2  26 

2  29 

3.301 

2.  .VH 

2M  .... 

2.0833 

1.9167 

2. 2125 

2.(H58 

1.8792 

.33333 

.  iwx;: 

.  irxxi; 

.  123*1 

2  .V5 

2  .58 

3.643 

3.  (H9 

2H . 

3 

2.3333 

2. 1667 

2. 4605 

2.?.i3H 

2.1272 

.  33357 

.  16667 

.  16fVi7 

.  1236 

2  at) 

2  S\i 

4. 110 

254 . 

3 

2.5833 

2.4167 

2. 7085 

2.5418 

2. 37.52 

.3333: 

.16667 

.  I»*i667 

.  1236 

2  21 

2  23 

4.577 

4.788 

3 . . 

2 

2. 7500 

2.11167 

2.  7tk»7 

2.4.567 

.50000 

.zm) 

.  ZHtn 

.  18.53 

3  19 

3  22 

4.786 

5.27 

3H . 

2 

3. 5000 

3. 2500 

3.0000 

3. 4532 

3.2032 

2.9.532 

.  5fKKK) 

.2.VXX) 

.  2.*^XK) 

.  IH53 

2  48 

2  51 

5.73 

i . 

2 

iHS^ni 

KXEni 

■FTmi 

.25(XX) 

.  2.5(XK1 

.  1853 

2  26 

2  28 

6.67 

10. 12 

4H . 

2 

4.2500 

4.0000 

4.4470 

4. 1970 

3  9470 

.  5fXKKt 

.  2.5tlK) 

.  2.5(KK) 

.  1H.53 

2  9 

2  10 

7.60 

13.13 

6 . 

2 

4.9441 

4.6941 

4.4441 

.25(KX) 

.  2.5(XX) 

.  1853 

1  55 

1  56 

8.54 

16.53 

« Per  inch  length  of  engiigement  of  the  external  thrt'ad  in  line  with  ihe  minor  diamt^ler  crvsXi*  of  the  itUenial  tliretid.  C^miniUHl  from  this  formula:  Shear 
area»rir40.&+n  tan  (£.'•— ATa)].  Figures  given  are  the  minimum  shear  anm  based  on  max  K»  and  min  K,. 

k  Figures  ^ven  are  the  minimum  stress  area  based  on  the  mean  of  the  minimum  minor  and  pitch  diameters  of  the  external  thread. 
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All  classes  of  general  pui^se  external  and  in¬ 
ternal  threads  may  be  used  interchangeably.  The 
requiremv'hi  for  a  murnlkhig  lit  is  tlml  the  sum 
of  the  major-diameter  tolerance  plus  the  major- 
diameter  allowance  on  the  internal  thix'ad.  and  the 
major-diameter  tolerance  on  the  external  thread, 
shall  equal  or  be  less  than  the  pitch-diameter  allow¬ 
ance  on  the  external  thread.  A  class  2C  external 
thread,  which  has  a  larger  pitch  diameter  allow¬ 
ance  than  either  a  class  3C  or  4C  external  thread, 
can  be  used  interchangeably  with  classes  2C,  3C, 
or  4C  internal  threads  and  fulfill  this  requirement. 
Similarly,  a  class  3C  external  thread  can  be  iised 
interchangeably  with  classes  3C  or  4(’  internal 
threads,  but  only  a  class  4C  internal  thread  can 
be  used  with  a  class  4C  external  thread.  Classes 
5C  and  6C  external  and  internal  threads  can  be 
used  interchangeablj’.  The  average  backlash  for 
any  cross  (ombinntion  will  be  between  the  values 
for  backlash  when  both  members  are  class  5C  and 
when  both  members  are  class  OC. 

1.  Basic  Diameters. — The  maximum  major 
diameter  of  the  external  thread  is  basic  and  is 


the  nominal  major  diameter  for  all  classes  except 
classes  5C  and  6C.  The  maximum  major  diameter 
of  all  iinss  'VC  an4  GC  yxlmwd  thwHiAls  is  llw 
major  diameter,  B,  established  by  subtracting 
0.02'i\lD  from  the  nominal  diameter,  D.  The 
minimum  pitch  diameter  of  the  internal  thread 
is  basic  for  all  classes  and  equal  to  the  basic  major 
diameter  minus  the  basic  depth  of  thread,  0.5;>. 
The  basic  minor  diameter  is  equal  to  the  basic 
major  diameter  minus  twice  the  basic  thread 
depth,  p.  The  minimum  minor  diameter  of  the 
general  purpose  internal  thread  is  basic.  The 
minimum  minor  diameter  of  the  centralizing  in¬ 
ternal  thread  is  O.lp  above  basic. 

2.  Length  of  Engagement.- — ^Tlie  tolerances 
specified  herein  are  applicable  to  lengths  of  en¬ 
gagement  not  exceeding  twice  the  nominal  major 
diameter. 

3.  Tolerances. — (a)  The  tolerances  specified 
represent  the  extreme  variations  allowed  on  the 
product.  They  are  such  as  to  produce  inter¬ 
changeability  and  maintain  a  high  grade  of  prod¬ 
uct. 


Table  XII.4. — Tolerances  and  allowances  (minimum  clearances)  for  major  and  minor  diameters.  .Irmc  thread  series  (max 
m.ijor  di.ninctor  of  oxtcriial  D,  l):aic.  Hasic  ilircad  lieiaht,  h  =  0.5  p.) 


Allowancvs  from  basic  major  uikI  itunor 
tlltanu'tm,  ull  classics 


Tolerance  on  major  tliametcr,  plus  on  internal,  minus  on  external  threads 


Threads 
Site  •  per  ineh, 
n 


All  exter¬ 
nal  threatls 


Internal  thread 


Minor 

diameter, 


Tolerancr  (tenerul  Purpose 

on  minor 

diam,  all  _ 

lnt(*fnal 

tiiretnls.  All  ebnkses 
plus 
O.U.Sp  t 


CentnUizinR 


('loss  20  riass(*s  3C  and  5C  Classes  4C  and  6C 


lOlUVWI,  ••  I 

minus*  .Mttior  , 

<llumctcr, 
plus  •  P'UV 


•  Values  for  interme«llate  diameters  should  be  calculatetl  from  the  formulas  In  column  headings,  but  ordinarily  may  1m'  interi)olated. 

^  Intermediate  pltcht's  take  the  values  of  the  next  coarser  pitch  li5i«‘d. 

•  Values  are  U.U2U  In.  for  10  tpi  and  coarser,  uml  O.UlU  In.  fur  finer  pitches. 

^  The  minimum  clearance  at  the  major  diameter  bet»*eeii  the  Internal  and  external  thread  is  e<iual  to  col.  5. 

•  The  minimum  clearance  at  the  minor  fliameter  between  the  ceiitmlitlnir  Internal  and  external  thread  Is  the  sum  of  the  values  in  co!s.  3  and  6. 

f  To  avoid  a  complicated  formula  and  still  provide  an  adc<iuate  tolerance,  the  pitch  factor  is  u.sed  os  a  base,  with  the  minimum  toleraiuv  value  set  at  0.005  In. 

Note.— The  maximum  angular  |day  of  a  centmllting  Internal  thread,  one  diameter  long,  ou  Its  external  thread  for  the  maximum  major  diameter 
dearance  Is  l*  or  less. 

Tderanoe  on  minor  diameter  of  all  external  threads  is  1.5  X  pltclMllameter  tolerance. 
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Table  XII.o. — Pitch-diameter  allowances  for  Acmfi  threads 


Nominal  site  range  • 

Pltch«dlamcter  aUowances  on  external  b 
threads,  general  purpose  and  centralizing 

To  and 

Classes  20. 

Classes  30, 

Classes  4Q 

Above 

Including 

2C,  and  5C; 

0.008  Vn 

3C,  and  fiC; 

0.00fiv'I> 

and  4r; 

0.004  Vi> 

1 

2 

3 

4 

5 

in.  1 

tn.  1 

in. 

i/L 

tfi. 

0  . -J 

?i« 

0.0024 

0.0018  ’ 

0.0012 

. 

Me  ‘ 

. 

.UMi! 

Ms. . 

M« 

.0049 

.oo;i7 

.0024 

. i 

.mi 

.m2 

.0028 

su . 

.0063 

.0047 

.0032 

'M« . 

■•Ms 

.0069 

.0052 

.0035 

'Ho . 

■Ms 

,0075 

.0050 

.0037 

>M« . 

1M« 

.0080 

.0060  ' 

.0040 

IM«.  . 

1M« 

.0085 

.0(M>4 

.(KM2 

1M« . 

I'Mo 

.0089 

.0067  1 

.0045 

IMe 

■Me 

.ilCj 

.•*H7 

nu . 

1M« 

.0098 

.0073 

.0049 

. 

m 

.0105 

.()()79 

.0052 

m . — 

.0113 

.0085 

.0057 

. 

2H 

.0120 

.0090 

.0060 

.\im 

2H . - 

2M 

.0133  1 

.OlWU 

.UNiO 

2H . 

3ii 

.0140 

.0105 

.0070 

3M . - 

3H 

.Ol.V) 

.0112 

.0075 

ZH . 

4W 

.0160 

.0120 

.0080 

. 

4M  1 

.0170 

.0127  i 

.0085 

4«  . 

SM 

.0181 

.0136  1 

.0091 

*  The  values  In  columns  3,  4,  and  5  are  to  be  used  for  any  size  within  the 
corresponding  ran^e  shown  In  columns  1  and  2.  These  values  are  calcitiat^ 
from  ^e  mean  oi  columns  1  and  2.  It  (s  rt^commended  that  the  sizes  itlven 
in  table  XI1.3  be  used  whenever  possible. 

b  An  Increase  of  10  percent  In  the  allowance  is  recemmended  for  each  Ini^. 
or  fraction  thereof,  that  the  length  of  engagement  cxcoc<Ls  two  diameters. 

(b)  The  tolerances  on  diameters  of  the  internal 
threads  shall  be  applied  plus  from  the  minimum 
sizes  to  above  the  minimum  sizes. 

(c)  The  tolerances  on  diameters  of  the  external 
threads  shall  be  applied  minus  from  the  maximum 
sizes  to  below  the  maximum  sizes. 

(d)  The  pitch-diameter  tolerances  (which  con¬ 
trol  thread  thickness)  for  an  external  or  internal 
thread  of  a  given  class  are  the  same.  The  pitch- 
diameter  tolerances  for  the  product  include  lead 
and  angle  deviations. 

Pitch  diameter  tolerances  for  all  classes  and  for 
various  practicable  combinations  of  diameter  and 
pitch,  are  given  in  tables  XII.6,  XII. 7,  and  XII.8. 
The  relative  proportions  of  the  pitch  diameter 
tolerances  arc;  class  2,  3.0;  classes  3  and  5,  1.4; 
and  classes  4  and  6,  1.0. 

(e)  The  tolerances  on  the  major  and  minor 
diameters  of  the  external  and  intenial  threads 
are  listed  in  table  XII. 4  and  arc  based  on  the 
following  formulas,  which  are  to  be  used  for  special 
threads : 


4.  Allow'ances  (Minimu-m  Clearance.s). — Al¬ 
lowances  applied  to  the  pitch  diameter  of  the  ex¬ 
ternal  thread  for  all  classes,  general  purpose  and 
centralizing,  are  given  in  table  XII.S.  These 
pitch  diameter  allowances  are  equal  to  the  sum 
of  the  allovvance  on  major  diameter,  column  4, 
table  Xll.4,  ‘Aiid  the  sum  of  the  loltTAttves.  on  ox- 
ternal  and  internal  threads,  columns  10  to  14, 
inclusive,  table  XII.4,  for  general  purpose  uiul 
centralizing,  plus  an  additional  amount  of  0.002v'/5 
in.  for  classes  bt’-  atid  -OtJ.  This  is  the  Tmninitrm 
pitch  diameter  allowance  that  is  required  to  main¬ 
tain  the  centralizing  fit  and  minimum  end  play  o; 
0.0005\^^  in.  for  classes  5C  and  6C. 

For  centralizing  fits,  when  the  product  has  a 
length  of  engagement  greater  than  the  standard 
length  of  the  thread  ring  gage  as  shown  in  table 
Xll.14,  column  3,  p.  17,  and  lead  deviations  not 
exceeding  the  values  shown  at  the  bottom  of  that 
table,  and  when  “go”  thread  ring  gages  of  these 
leTtglns  are  to  be  nsetl,  the  maxitniMi-i  piteb  tHam- 
cter  of  the  external  thread  shall  be  decreased  by 
the  amount  shown  in  table  XII.  14,  column  5.  If 
the  le«td  deviatuiiis  in  tlic  product  arc  grvatAr  ibwu 
indicated,  the  allowance  for  the  ring  gage  stated  in 
loltnnn  5  shuuhi  be  increased  proportion alely. 
However,  if  methods  of  gaging  the  external  thread 
are  to  be  used  which  will  detect  angle  deviation 
and  cumulative  lead  deviation,  the  pitch  diameter 
of  the  external  thread  shall  be  below  the  tabular 
maximum  pitch  dianietcr  of  the  external  thread 
by  an  amount  sufficient  to  compensate  for  the 
measured  deviations. 

An  increase  of  10  percent  in  the  allowance  is 
recommended  for  each  inch,  or  fraction  thereof, 
that  the  length  of  eiigagenient  c.\cceds  tw'o  di¬ 
ameters. 

5.  Formulas  for  Diameters. — The  formulas 
for  the  major,  pitch,  and  minor  diameters  are 
given  in  table  Xil.9. 

5.  LIMITS  OF  SIZE,  ACME  THREADS 

Limits  of  size  fov  general  purpose  Acme  threads 
of  the  preferred  series  of  diameters  and  pitches  are 

f;iven  in  table  XII.  10.  The  application  of  these 
imits  is  illustrated  in  figure  XI  1.3. 

Limits  of  size  for  centralizing  Acme  threads  of 
the  preferred  series  of  diameters  and  pitches  are 
given  in  tables  XII. 11  and  XII. 12.  Tne  applica¬ 
tion  of  these  limits  is  illustrated  in  figures  XII.4 
and  XII. 5. 


Tolerances  on  major  and  minor  diameters  of  external  and  internal  threads 


Type  of  thread 

Maior  diameter 

Minor  diameter 

E.xtemal  ihrerul 

Internal  thread 

Extenial  thread 

Internal  thre:id 

General  purpose  (all  cla.sses) . 

0.a5p»(.MIn» 
0.905  In.) 

0.0035  . 

lO.iCO  in.  for  10  tpi  and 
t  coana-r;  0.010  In.  for  finer 

1  pitches 

ft.003i-v'B  . 

ll.SXpitch  diameter  toler- 
1  anco 

[l.SXpitch  diameter  toler- 
1  anct* 

h  .05p  •  (Min- 
1  0.005  In.) 

lo.fttp  •  (Mln- 
[  0.005  III.) 

Centralir.ingtClas.ses  3C  and  5C . 

(Classes  4C  and  6C .  . 

o.ooisV'i. . 

o.mo ijD  . . 

0.0035  . . 

0.0020-^0 .  . 

*  To  avoid  a  complicated  formula  and  still  provide  an  adequate  tolcranoc,  the  pitch  factor  is  used  as  a  base,  u  itli  the  minimum  tuier:uice  value  set  at 
O.OOiin. 
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6.  THREAD  DESIGNATIONS 

The  following  abbreviations  are  recommended 
for  use  on  drawings  and  in  specifications,  and  on 
tools  and  gages; 

ACME = Acme  threads, 

G= general  purpose, 

C= centralizing, 

LH= left-hand. 

Examples  of  designations: 

Right-hand  Acme  threads: 

1% — 4  ACME — 2G=Gencral  purpose  class 
2G  Acme  threads;  major  diameter  1%  in., 
pitch  0.2500  in.,  single,  right-hand. 

2% — 0.4p — 0.8L — ACME — 3G=Gencral  pur¬ 
pose  class  3G  Acme  threads;  major  diam¬ 
eter  2%  in.,  pitch  0.4  in.,  lead  0.8  in.,  double, 
right-hand. 


— 6  ACME — 4C=Centralizing  class 4C  Ac¬ 
me  threads;  major  diameter  1%  in.,  pitch 
0.1667  in.,  single,  right-hand. 

2% — OAp — 0.8Lf— ACME — 3C=Centralizing 
class  3C  Acme  threads;  major  diameter 
2%  in.,  pitch  0.4  in.,  lead  0.8  in.,  double, 
right-hand. 

2K— 0.3333p— 0.6667L— ACME— 5C=C  e  n  - 
traliziiig  class  5C  Acme  threads;  nominal 
major  diameter  2^  in.  (basic  major  diam¬ 
eter  2.4605  in.),  pitch  0.3333  in.,  lead  0.6667 
in.,  double,  right-hand. 

Left-hand  Acme  threads: 

1  ACME— 2G— LH 
2’/^— 0.4p— 0.8L— ACME— 3G— LH 
6  ACME-^C— LH 
2^— 0.4;h-0.8L-ACME— 3C— LH 
2M— 0.3333p— 0.6667L— ACME— 5C— LH 


Table  XII.6. — Pilch  diamehr  tolerances  for  Acme  screw  threads,  classes  SG  and  2C 


Threads 


Pitch 


Pitch  diameter  tolerances  fat  nominal  diameters  of:  • 


inch, 

n 

0.030Vl/n 

M  In. 

5f«  In. 

Hin. 

In. 

Min. 

M  in. 

in. 

Min. 

1  in. 

IMin. 

UUn. 

■■ 

in. 

O.OIOS 

in. 

0.0109 

.0114 

in. 

0.0112 

.0117 

.0123 

.0132 

in. 

0.0115 

.0120 

.0120 

.0135 

in. 

0.0117 

.0123 

.0129 

.0137 

.0148 

in. 

0.0122 

.0128 

.0134 

.0142 

.0154 

in. 

0.0127 

.0132 

.0139 

.0147 

.0158 

.0174 

in. 

in. 

in. 

in. 

ItBSB 

0.0136 
.0143 
.  0151 

.0162 

.0179 

.0190 

■ 

■I 

0.0154 

.0102 

.0173 

.0190 

.0201 

.0217 

Itilllllll 

S . 

6 . 

nmmiiiii 

umiiiiiiin 

5.. . 

4 . 

3 . 

2i4 . 

2 . 

. 

' 

_ 

. 

1. . 

Diamet« 

ment, 

0.00300 

0.00335 

0.00307 

0.00397 

0.00424 

0.00474 

0.00520 

0.00581 

0.00600 

O.C0636 

0.00071 

Threads 


Pitch 


Pitch  diameter  tolerance*  for  nominal  diameters  of:  • 


inch, 

n 

0.030  Vl/n 

IMin. 

IMin. 

IMin. 

2  In. 

2Hin. 

1 

2M  in. 

2M  in. 

3  in. 

3M  in. 

4  ill. 

4M  in. 

5  in. 

16 . 

in. 

0. 00750 

in. 

in. 

in. 

in. 

in. 

in. 

in. 

in. 

in. 

in. 

in. 

in. 

14 . 

.00802 

1 

12 _ 

.00866 

10 . 

.00949 

0.0165 

0.0168 

0.0174 

8 . 

.01061 

.0176 

.0180 

.0185 

6 . 

.01225 

.0193 

.0196 

.0202 

5 . i 

.01342 

.0205 

.0208 

.0214 

1  .0224  i 

0.0229 

1 

4 . : 

.01500 

.0220 

.0223 

.0229 

■filiyin 

■fifixM 

■Tfiy/M 

3 . 

.01732 

.0247 

.0253 

.0258 

1  .11263  1 

1  .0268 

.  0273  1 

1  .0277 

I  .023.5  1 

1  . 0203 

0  0300 

0  am? 

2H . 

.01897 

.0269 

1  .0285 

.0317 

.0324 

2 . 

.02121 

.0297 

.0312 

.0316 

.0324 

.0339 

.0346 

m . 

.02449  ' 

. ! 

.0357 

.  a36.S 

.0372 

.0379 

m . 

.02596 

.0364 

.0372 

.0387 

.a394 

1 

.03000 

i 

.0412 

.0427 

.0434 

Diameter  Incre* 
ment,  0.006 

0.00704 

0.00735 

0.00704 

0.00640 

1  0.00940 

1  0.01039 

0.01122 

0.01200 

0.01273 

0. 01342 

•  The  equivalent  tolerance  on  thread  thickness  is  0.250  times  the  pitch  diameter  toicrance.  For  an  intermediate  nominal  diameter,  appiy  the  pitch  diameter 
tolerance  for  the  next  larger  nominal  diameter  given  In  this  table. 

NOTK.— The  pitch  diameter  tcderances  shown  equal  tbe  sum  of  tbe  pitch  Increment  and  the  diameter  Increment 
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Table  XII. 7.  i‘Jch  diameter  tolerances  for  Acme  screw  threads,  classes  3G,  3C,  and  SC 


Threads 

per 

inch, 

n 

Pilch 

increment. 

0.014  Vi7» 

Pitch  diameter  tolerances  for  nominal  diameters  of: » 

Min. 

M«  in. 

H  in. 

in. 

M  in. 

M  in. 

M  in. 

Min. 

1  in. 

IM  in. 

IM  in. 

16 

in. 

0.0049 

in. 

0. 0051 
.006:1 

in. 

O.Oa52 

.0055 

.0058 

.0061 

in. 

0  00.54 
.  00.56 
.0059 
.0063 

in. 

0  00.5.5 
.0057 
.0060 
.0064 

.0069 

in. 

0  00.57 
.0060 
.0062 
.0066 

.0072 

in. 

n  00.59 

in. 

in. 

in. 

in. 

14 . 

.0062 
.  0065 
.0068 

.0074 

.OOSl 

0. 0064 
.00<i7 
.0070 

.0076 

.0083 

.0089 

u.  oo(;5 
.0068 
.0072 

.0078 

.0085 

.0091 

12 _ 

6. 6670 
.0074 

.0079 

.0087 

.0092 

.0100 

6.0072 

.0076 

.0081 

.0088 

.0094 

.0101 

ITIhHHI 

8 . 

6 . . 

5 . 

4 . 

3 . 

2 . 

IW . 

m . 

1 . 

imgiiiigiii 

■■IIIIIM 

pmumpiii 

Diameter  incre¬ 
ment,  0.0028  Vi>.. 

0.00140  0.00157 

0.00171 

0.00185 

0.00198 

0. 00221 

0. 00242 

0. 00262 

0.00280 

0. 00297 

0.00313 

Threads 


Pitch 


Pitch  dbmctcr  tolerances  for  nominal  dlamcUTS  of:  • 


inch, 

n 

0.014  Vl/n 

IM  in. 

IMln. 

IM  In. 

2  In. 

2M  in. 

2M  In. 

2M  in. 

Sin. 

3M  in. 

4  in. 

4M  in. 

5  in. 

in. 

In. 

in. 

in. 

in. 

in. 

in. 

in. 

in. 

in. 

in. 

in. 

in. 

16 _ 

0.00350 

14 

.00.374 

19 _ 

.00101 

....  _ 

. 

rrmHH 

.00443 

■fifrirM 

■fiVriniBi 

MRffnTni 

■umiMii 

■nnmni 

s . 

.00495 

.0082 

.0084 

flOHR 

0.00^ 

6 . 

.00572 

.0097 

.. 

0.01199 

5 . 

.0102 

0104 

■QQTQII 

_ 

4 . 

.0103 

0110 

■nfnitiV 

■RVnt« 

■tflrTM 

3 . 

.0115 

.0118 

.0120 

.0123 

.012.') 

.0127 

.0133 

.  0137 

0. 0140 

MnN 

^KTr» 

.0128 

.0133 

.  01.35 

.0141 

.0148 

.0151 

. 

2 . 

.0139 

.0147 

.0151 

.0155 

.0158 

m . 

01143 

.0163 

.0167 

.0170 

.0174 

.0177 

1^.  - 

.0174 

.0181 

.0184 

1. . 

.0199 

. 

Diameter  incre- 

ment,  O.OOSsVD- 

0.00.328 

0.00343 

0.00370 

0. 00396 

a0042G 

O.Oa524 

0. 00.500 

0.00626 

•  The  equivalent  tolerance  on  thread  thickness  Is  0.ZS9  times  the  pilch  diameter  tolerance.  For  an  intermediate  nominal  diameter,  apply  the  pilch  diameter 
tolerance  (or  the  next  larger  nominal  diameter  given  in  this  tahie. 

Noil.— The  pitch  diameier  toierances  shown  equal  the  siun  of  the  plleli  Ineremenl  and  the  diameter  increment. 
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Table  XII. 8. — Pitch  diameter  tolerances  for  Acme  screw  threads,  classes  4G,  4C,  and  6C 


Threads 

per 

inch, 

n 

Fitch 

increment, 

Pitch  diameter  tolerances  for  nominal  diameters  of: » 

0.010  Vl/n 

H  in. 

Mb  in. 

in. 

Ji'6  in. 

V4  in. 

H  in. 

in. 

H  in. 

1  in. 

IH  in. 

1 M  in. 

16 

in. 

0.00250 

(J02R7 

in. 

0.0035 

in. 

0.0037 

in, 

0.0039 

in. 

0.0041 

in. 

0.0042 

in. 

in. 

in. 

in. 

14 _ 

12 _ 

.0039 

.0041  1 

.0042 

.0044 

0.0045 

0. 0047 

.00289 

.0041 

.0043 

.004.5 

.0046 

.0048 

.0049 

0.0050 

0.0051 

10 . 

.00316 

.0041 

1  . 0045 

.004«> 

0047 

.0049 

.0050 

.0052 

.0053 

.0064 

8 

.00364 

'  1 

.0050 

.0051 

. 

.0053 

.0054 

.0065 

.0057 

.0058 

6 . 

.00408 

.00.58 

.0060 

.0061 

.0062 

.0063 

5 

.00447 

.oorx3 

.0065 

.0066 

.0067 

4 

.00500 

1 . 1 

.0071 

.0072 

3 

.00577 

i 

2H 

.00632 

mumnni 

9 

.00707 

.00816 

1 

.00fi66 

. 

i . 

.Ol'XO 

Diameter  Incre¬ 
ment,  0.002v/D-  .1 

0.00100 

0.00132 

! 

0.00141 

0.00158 

0.00173 

0.00187 

0. 00212 

0.00224 

Threads 

per 

inch. 

n 

Piteh 

increment. 

Pitch  diameter  toierume«  fur  nominal  diameters  of:  > 

IMin. 

IHin. 

\H  in. 

2  in. 

2ti  in. 

2t4  in. 

2:14  in. 

3  in. 

3H  in. 

4  in. 

4.t4  in. 

Sin. 

16 . 

in. 

0.00250 

.00267 

.00289 

.00316 

.00354 

.00406 

.00447 

.00500 

.00577 

.00632 

.00707 

.00816 

.00866 

.01000 

in. 

in. 

in. 

in. 

in. 

m. 

m. 

in. 

in. 

in. 

in. 

in. 

14 . 

12  _ 

ktiHiiil 

0.0056 

.0059 

.0064 

.0068 

.0073 

0.0056 

.0060 

.0065 

.0069 

.0074 

0.0058 

.0062 

.0067 

.0071 

.0076 

.0084 

.0090 

8 . 

0.0064 
.<K)69 
.  0073 
.0078 

.0086 

.0092 

.0099 

6 

6.0071 

.0075 

.0080 

.0088 

.0093 

.0101 

5 

0.0076 

.0082 

.0089 

.0095 

.0102 

4 . 

0.0090 

.0098 

.0103 

.0111 

.0122 

.0127 

.0140 

3 . 

0.0102 

.0108 

.0115 

.0126 

.0131 

.0145 

2M . 

2 

. 

1V4 

.. 

Diameter  inere- 
ment,  0.002  VD... 

0.00235 

0.00245 

0.00265 

0.00283 

0.00332 

0.00346 

0.00374 

0.00400 

0.00424 

0.00147 

•  The  equivalent  tolerance  on  thread  thiekne^s  is  0.259  limes  the  piteh  diameter  tolerance.  For  an  intermediate  nominal  diameter,  apply  the  piteh  diameter 
tolerance  for  the  next  larger  nominal  diameter  given  in  this  tahie. 

Note.— The  piteh  diameter  tolerances  shown  equal  the  sum  of  the  pilch  increment  and  the  diameter  increment. 
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Table  XII.9. — Formulas  for  diameters,  Acrue  thread  classes 


Classes  20, 30, 40 
Classes  2C,  3C,  4C 

CiH.sses  5C,  6C 

1 

2 

3 

EXTERNAL  THREAD.^ 


Major  dla: 

Bruie  (max)- 

D 

n(-D-a.ira  Vd) 

Min 

D^tolfroni  table  XU.4,  cols 
8. 10. 11.  or  13 

D—toi  from  table  XU.4,  cob 
11  or  13 

Pitch  dla: 

Max  B 

Int  min  pitch  dia— allow 
from  table  XII  .5,  cols  3.  , 
4,  or  6  ' 

Ext  max  pitch  dia— tol  from 
table.s  XU.6,  XU.7.  or 
X11.8 

Int  min  pitch  dia— allow 
from  table  XUA  cols  3  or 

'  4 

Min 

Ext  max  pitch  dla— tol  from 
tables  XU.7  or  XU.8 

Minor  dia: 

Max  « 

D—p— allow  from  tabic 
XU.4,  col  3 

B—p— allow  from  table 
XU.4.  col  3 

Min 

Ext  max  minor  dla-1.5X 
pitch  dla  tol  from  tables 
X1I.6,  Xn.7,  or  Xll.S 

Ext  max  minor  dia— 1.5X 
pitch  dia  tol  from  tables 
X11.7  orXll.8 

INTERNAL  THREADS 


Major  dla: 
Min 


Pitch  dia: 
Batie  (min)* 
Max  • 


Minor  dla: 
Batic 
Min 


Z>+alIow  from  table  XU.4, 
cols  4  or  5 

Int  min  major  dla+tol  from 
table  X11.4,  cols  9, 10, 12, 
or  14 


D-O-Sp 

Int  min  pitch  dla+tol  from 
tables  XU.O,  Xil.7,  or 
XU.8 


D-p 

^"(f)  ''***** 

D-p+O.lp  (lor  classes  2C, 
3C,  40 

Int  min  minor  dla+tol  from 
tebleXU.4,  col  7 


Da  Nominal  size  or  diameter. 

D- Basic  diameter  (for  ciaases  9C  and  6C) 
pa  Pitch 


D+allow  from  table  X11.4, 
col  S 

Int  min  major  dla+tol  from 
table  X11.4,  cols  12  or  14 


B-O.Sp 

Int  min  pitch  dla+tol  from 
taule  Xil.7  or  Xll.S 


B-p 

fl-p+O.lp 


Int  min  minor  dia+tol  from 
table  XU.4,  coi  7 


7.  GAGES  FOR  ACME  THREADS 

Gages  representing  both  product  limits,  or 
adequate  gaging  instruments  for  thread  elements, 
are  necessary  for  the  proper  inspection  of  Acme 
threads.  The  dimensions  of  “go”  and  “not  go” 
gages  should  be  in  accordance  with  the  principles: 
(o)  that  the  maximura-metal  limit  or  “go”  gage 
should  check  simultaneously  as  many  elements  as 
possible,  and  that  a  minimum-metal  limit  or  “not 
go”  thread  gage  can  effectively  check  but  one 
element;  and  (6)  that  permissible  variations  in 
the  gages  be  kept  within  the  extreme  product 
limits. 

(a)  CAGE  TOLERANCES 

Tolerances  for  the  thread  elements  of  “go”  and 
“not  go”  thread  gages  for  Acme  threads  are  as 
specified  below. 

1.  Tolerances  on  Pitch  Diameter. — The 
pitch  diameter  tolerances  for  gages  for  classes  2G 
and  2C  external  and  internal  threads  are  given 
in  table  XII. 13,  column  2,  and  for  gages  for 
classes  3G,  3C,  4G,  4C,  5C,  and  6C  external  and 
internal  ^eads  in  table  XII.13,  column  3. 


2.  Tolerances  on  Major  and  Minor  Diam¬ 
eters, — The  major  and  minor  diameter  tolerances 
for  Acme  thread  gages  are  given  in  table  XII.13, 
column  4. 

3.  Tolerances  on  Lead. — The  variation  in 
lead  of  all  Acme  thread  gages  for  classes  3,  4,  5, 
and  6  product  shall  not  exceed  0.0002  inch  between 
any  two  threads  not  farther  apart  than  one  inch. 
However,  the  cumulative  error  in  lead  shall  not 
exceed  0.0003  in.  for  gages  with  a  length  over  1 
to  3  in.,  inclusive;  or  0.0004  in.  for  gages  with  a 
length  over  3  to  5  in.,  inclusive;  or  0.0006  in.  for 
gages  with  a  length  over  5  to  10  in.,  inclusive. 
For  gages  for  class  2  product,  0.0001  in.  sbdl  be 
added  to  the  above  values.  For  multiple  threads, 
the  cumulative  tolerance  for  pitch  and  lead  shall 
be  multiplied  by  1.5. 

4.  Tolerances  on  Angle  of  Thread. — The 
tolerances  on  angle  of  thread,  as  specified  in  table 
XII.13,  column  5,  for  the  various  pitches  are 
tolerances  on  one-half  the  included  angle.  This 
insures  that  the  bisector  of  the  included  angle 
will  be  perpendicular  to  the  axis  of  the  thread 
within  proper  limits.  The  equivalent  deviation 
from  the  true  thread  form  caused  by  such  irregu¬ 
larities  as  convex  or  concave  sides  of  thread,  or 
slight  projections  on  the  thread  form,  should  not 
exceed  the  tolerances  permitted  on  angle  of  thread. 

(b)  GAGES  FOR  EXTERNAL  THREADS 

1.  “Go”  Thread  Ring  or  Thread  Snap 
Gage. — (a)  Major  diameter. — The  major  diameter 
of  the  “go”  thread  ring  or  thread  snap  gage  shall 
clear  a  diameter  greater  by  0.01  in.  than  the  maxi¬ 
mum  major  diameter  of  the  external  thread. 

(b)  Pitch  diameter. — The  pitch  diameter  shall 
fit  die  maximum-mctal  limit  thread  setting  plug 

gage- 

(c)  Minor  diameter. — For  general  purpose  ex¬ 
ternal  threads,  the  minor  diameter  of  the  “go” 
thread  ring  gage  shall  be  the  same  as  the  maximum 
minor  diameter  of  the  external  thread  plus  0.005 
in.  for  pitches  finer  than  10  tpi,  and  plus  0.010  in. 
for  10  tpi  and  coarser,  to  allow  for  possible  devi¬ 
ations  in  concentricity  of  the  pitch  and  minor 
diameters  of  the  product.  The  tolerance  shall  be 
app^lied  minus. 

For  centralizing  external  threads,  the  minor 
diameter  of  the  “go”  thread  ring  gage  shall  be 
less  than  the  minunum  minor  diameter  of  the 
internal  thread  by  the  amount  of  the  allowance 
on  pitch  diameter,  table  XII. 5,  columns  3  to  5. 
The  tolerance  (table  XII.13,  col.  4)  shall  be  applied 
minus. 

(d)  Length. — The  length  of  the  “go”  thread 
ring  or  thread  snap  gage  should  approximate  the 
length  of  engagement  (see  footnote  to  table 
Xll.14)  but  should  not  exceed  the  length  specified 
in  table  XII. 14,  col.  3. 

2.  Maximum-Metal  Limit  Thread  Setting 
Plug  for  “Go”  Thread  Ring  or  Snap  Gages. — 
(ffl)  Major  diameter. — The  major  diameter  of  the 
basic-crest  maximum-metal  limit  thread  setting 
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INTERNAL  THREAD  (NUT) 


§ 

t 


EXTERNAL  THREAD  (SCREW) 

Figi'RE  XII. 3. — Illustration  of  allowances,  tolerances,  and  crest  clearances, 
general  purpose  Acme  threads,  classes  SG,  and  4G. 

Notation 

p»  pitch, 

Awhastc  Uirea<]  heUrht. 

Heavy  Uaes  show  basic  sire. 

plug  gage  shall  be  the  stime  as  the  maximum  applic<l  minus. 

major  diameter  of  the  external  thread.  Tlie  gage  (c)  Minor  diameter. — The  minor  diameter  shall 
tolerance  (table  XII.  13,  col.  4)  shall  be  applied  plus.  be  cleared  below  the  minimum  minor  diameter 
The  major  diameter  of  the  truncated  maximum-  of  the  “go”  thread  ring  gage, 
metal  limit  thread  setting  plug  gage  shall  be  (d)  Length. — The  length  of  the  maximum-metal 
smaller  by  one-third  of  the  basic  thread  depth  limit  thread  setting  plug  gage  should  approximate 

(=p/6)  than  the  maximum  major  diameter  of  the  length  of  the  “go”  thread  ring  or  thread  snap 

the  external  thread.  The  gage  tolerance  (table  gage. 

XII.13,  toI.  4)  shall  be  ^phed  minus.  3.  “Go”  Plain  Ring  or  Snap  Gage  for 

(6)  Pitch  diameUr. — Tlie  pitch  diameter  of  the  Major  Diameter. — The  diameter  of  the  “go” 

maximum-metal  limit  thread  setting  plug  for  all  plain  ring  gage,  or  gaging  dimension  of  the  “go” 

external  threads  shall  be  the  same  as  the  maximum  plain  snap  gage,  shall  be  the  same  as  the  maxi¬ 
pitch  diameter  of  the  external  thread.  However,  mum  major  diameter  of  tlie  external  thread, 

if  the  product  length  of  engagement  exceeds  the  The  class  Z  tolerances  given  in  footnote  of  table 

length  of  the  ring  gage,  table  XII. 14,  column  3,  XII.13  shall  be  applicable  to  gages  for  centralizing 

the  pitch  diameter  of  the  maximum-metal  limit  threads.  Tolerances  given  in  table  XII.13, 

thread  setting  plug  shall  be  less  than  the  maximum  column  4,  shall  be  applicable  to  gages  for  general 

pitch  diameter  of  the  external  thread  by  the  purpose  threads.  The  tolerances  shall  be  applied 

amount  stated  in  table  XII.  14,  column  5.  The  minus. 

gage  tolerance  (table  XJI.13,  col.  2  and  3)  shall  be  4.  “Not  Go”  Thread  Ring  or  Thread 
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Tabi^  XII.ll. — Limits  of  size  and  tolerances.  Acme  centralizing  thread  series,  classes  2(1,  SC,  and  JfC 
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The  selection  of  threads  per  ineh  is  arbitrar>  and  is  intended  for  the  purpose  of  establishing  a  standard. 


Table  XII.  12. — Limila  of  size  and  tolerances.  Acme  centralizing  thread  series,  classes  SC  and  6C 
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The  selection  of  threads  per  inch  is  arbitrary  and  is  intended  for  the  purpose  of  establishing  a  standiu-d. 


INTERNAL  THREAD  (NUT) 


a  i 


EXTERNAL  THREAD  (SCREW) 

Figure  XII.4. — Illxisiraiion  of  allowanctSf  ioltranceSy  and  cre^i  clearancesy  centralizing 
Acme  threadSy  classes  $C,  SCy  and  4C, 

Notation 

pitch 

«  basic  thread  height, 
iieavy  tines  show  basic  sire. 

Snap  Gage. — (a)  Major  diameter. — The  major  col.  4)  applied  plus.  If  the  value  for  minimum 

diameter  of  the  “not  go”  thread  ring  or  thread  minor  diameter  determined  by  the  formula  is 

snap  gage  shall  clear  a  diameter  ^eater  by  0.0 1  gieater  than  the  minimum  pitch  diameter  of 

in.  than  the  maximum  major  diameter  of  the  the  external  thread,  the  minimum  minor  diameter 

external  thread.  The  clearance  cut  may  have  of  the  gage  shall  be  specified  as  the  minimum 

0.435p  maximum  width  between  intersections  pitch  diameter  of  the  external  thread, 

with  the  fianks  of  the  thread.  (d)  Length. — The  length  of  the  “not  go” 

(6)  Pitch  diameter. — The  pitch  diameter  shall  thread  ring  or  thread  snap  gage  should  approxi- 

fit  the  miniinum-metal  limit  thread  setting  plug  mate  3  pitches  (see  footnote  to  table  XII.  14). 

gage.  When  a  multiple  thread  is  involved,  the  “not  go” 

(c)  Minor  diameter. — The  minor  diameter  shall  thread  ring  or  snap  gage  shall  be  of  such  length 

be  the  basic  minor  diameter  of  the  internal  as  to  provide  at  least  1  full  turn  of  thread, 

thread  plus  p/4,  with  the  tolerance  (table  XII.13,  5.  Thread  Setting  Plug  for  “Not  Go” 
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INTERNAL  THREAD  (NUT) 


EXTERNAL  THREAD  (SCREW) 

Figure  XII. 5. — Illuairaiion  of  allowances,  tolerances,  anil  crest  clearances,  centralizing  Acme 

threads,  classes  oC  and  6C. 

XOIATIOS 

p- pitch 

k~l>u3lc  thiciul  lirltht 

Heavy  lines  show  laislo  form. 


Thread  Ring  or  Thread  Snap  Gage. — (a) 
Major  diameter. — The  major  diameter  of  the  basic- 
crest  minimum-inetal  limit  thread  setting  plug 
g^e  shall  be  the  same  as  the  ma.ximum  major 
diameter  of  the  external  tlu-ead.  The  gage  toler¬ 
ance  (table  XII. 13,  col.  4)  shall  be  applied  plus. 
The  major  diameter  of  the  truncated  minimum- 
metal  limit  thread  setting  plug  gage  shall  be 
truncated  one-third  basic  thread  depth  (=p/6) 
smaller  than  the  maximum  major  diameter  of  the 
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e.xternal  thread.  The  gage  tolerance  (table 
XII. 13,  col.  4)  shall  be  applied  minus. 

(6)  PUch  diameter. — The  pitch  diameter  shall 
be  the  same  as  the  minimum  pitch  diameter  of 
the  external  thread,  with  the  tolerance  applied 
plus. 

(c)  Minor  diameter. — The  minor  diameter  shall 
be  cleared  below  the  minimum  minor  diameter 
of  the  “not  go”  thread  ring  gage. 

(d)  Length. — The  length  shall  be  at  least  equal 


to  the  length  of  the  “not  go”  thread  ring  or  thread 
snap  gage. 

6.  “Not  Go”  Plain  Snap  Gaoe  for  Major 
Diameter. — Hie  gaging  dimension  of  the  “not 
go”  plain  snap  gage  shall  be  the  same  as  the 
minituuni  luajw  uU'meU'r  of  tlu*  oxtermd  llimnl. 
Class  Z  toleranees  given  in  footnote  of  table  XII. 
shall  be  applicable  to  gages  for  eentralizing  threads. 
Tolerances  given  in  table  XII. 13,  eohinin  4,  shall 
be  applicable  to  gages  for  general  purpose  tlireads. 
The  gage  tolerance  shall  be  applied  plus. 

(c)  GAGES  FOR  INTERNAL  THREADS 

1.  “Go”  Thread  Plug  Gage,  General  Pur¬ 
pose  Threads. — (a)  Major  diameter. — The  major 
diameter  of  the  "go”  thread  plug  gage  for  general 
purpose  threads  shall  be  equal  to  the  inininiuni 
major  diameter  of  the  internal  thread  minus 
0.005  in.  for  pitches  finer  than  10  tpi,  and  minus 
0.010  in.  for  10  tpi  and  coarser,  to  allow  for 
possible  deviations  in  eoneentrieity  of  the  pitch 
and  major  diameters  of  the  product.  The  gage 
tolerance  (table  XII. 13,  col.  4)  sliall  bo  applied 
plus. 


Table  XII. 13, — Tolerances  for  **go”  and  "no/  f/o”  thread 
and  plain  gages^  A  cme  threads 


Threads  per  inch  • 

Tolerance  on  pitch 
diameter 

Tolerance 
on  major 
and  minor 
diameters 

Toleranw 
on  half 
angle  of 
tiiread 

Classes 
2Q  and 
2C 

riftssea 
3G,  3C, 
40,40, 
5C, and 
flC 

> 

2 

3 

4 

5 

deg  min 

In. 

In. 

fn. 

16 . 

0.0006 

0-0005 

fl.OOl 

0 

10 

14 . 

.0006 

.0005 

.001 

0 

10 

12 . 

.0006 

.0(KW 

.001 

0 

10 

10 . 

.0007 

.0006 

.002 

0 

10 

8 . 

.0008 

.0007 

.002 

0 

8 

.0009 

.0007 

.002 

0 

8 

5 . 

.0010 

.0008 

.002 

0 

8 

4 . 

.0011 

.0008 

.002 

0 

8 

.0013 

.0008 

.002 

0 

6 

2M . 

.0014 

.0009 

,002 

0 

6 

2 . 

.0015 

.0010 

,002 

0 

6 

iM . 

.0018 

.0010 

.002 

0 

.1 

m . 

.0018 

.0010 

,002 

0 

r 

' . 

.0021 

.0010 

.002 

0 

*  Intermediate  pitches  take  the  tolerances  of  the  next  coarser  pittii  iisted  in 
the  tabie. 

b  These  piteli  diameter  toicronces  for  thread  gages  are  not  cumulative;  that 
is,  they  do  not  include  tolerana'S  on  bad  and  on  Imlf  angle.  Load  toieranees 
are  given  In  oar.  7(a)  3,  p.  10. 

•  These  tolerances  are  applicahie  to  aii  gages  except  the  "go”  and  "not  go” 
thread  piug  gages  for  major  diameter  of  aii  eiasscs  of  eeiitraiizing  internal 
thread.s,  and  for  "go”  and  "not  go”  plain  ring  or  snap  gages  for  major  dituncter 
of  centraiizing  external  threads.  For  these  gages  tne  tolerances  are  class  Z, 
as  follows: 


Size  range 

Class  Z 
tolerance 

Above 

To  and 
including 

in. 

in. 

IR. 

0.029 

0. 825 

0.  UOOlO 

0. 825 

1.510 

.00012 

1.510 

2.  .110 

.00016 

2. 510 

4.510 

.00020 

4.510 

6.510 

.00025 

(b)  Pitch  diameter. — The  pitch  diameter  shall 
be  equal  to  the  ininimuii'.  (basic)  pitch  diameter 
of  the  internal  thread  with  the  tolerance  (table 
Xll.lo,  col.  2  and  3)  applied  plus. 

(f)  Miiior  diameter. — The  minor  diameter  shall 
cUhit n  diauu'ter  less  by  U.UI  iu.  lluui  llu>  uuuiuiuui 
minor  diameter  of  the  internal  thread. 

(d)  Length. — The  length  of  the  “go”  thread 
plug  gage  should  appro.ximate  tlie  lengtli  of 
engagt'inent  (sec  footnote  to  table  XII.  14)  but 
shall  not  e.xeeed  twice  tlie  nominal  major  diameter 
unless  spreifitully  requt'SUil. 

2.  “Go”  Thread  Plug  Gage,  Centralizing 
Threads. — (a)  Major  diameter. — The  major  di- 
UHWti-r  of  the  “go”  ihrcftd  plug  gt,ge  for  cvrAndiz- 
iiig  threads  shall  be  the  same  as  tlie  minimum 


Table  XII. 14. — Pilch  diameter  compensation  for  adjusted 
lengths  of  “go”  ring  gages  fo)  jenetal  purpose  and  central¬ 
izing  threads 


Noiniiiol  major  < 
oxUTnal  tl 

Above 

iiameter  of 
>read 

To  and 
Including 

Length  of 
"go”  ring 
gage 

Maximum 
amount  2  i 
diameters 
length  of 
engagement 
exceeds  length 
of  gage 

Maximum 
amount  pitch 
diameter  of 
"go”  ring 
shall  he  less 
than  maxi¬ 
mum  pitch 
diameter  of 
external 
thread 

1 

2 

3 

4 

5 

iw. 

in. 

1 

in. 

in. 

0 . 

1 

2  diame- 

0 

0 

lers. 

I . 

lU 

2  in . 

u 

0.0012 

\W . 

lU 

U 

.0012 

IU . 

\H 

2  In . 

h 

1 

.0015 

IH . 

Vi 

2  in _ 

.0015 

IU . 

:  2  In . 

IH 

.0015 

lu . 

'  2 

!  2  in . 

2 

.0019 

2 . 

■i'i 

2ii  in . 

2 

.0019 

2U . 

2U 

'  2U  iu . 

2U 

.0019 

2U . 

2H 

2U  in . 

3 

.0019 

2U.  . 

3 

3  in . 

3 

.0019 

3  . 

4 

3  in . 

5 

.0027 

4 . 

1  5 

3  in . 

7 

.0039 

NOTE.— Tlie  above  eomjH'Usallon  Ls  h.a.sei|  on  a  length  of  engagement 
not  exmMllng  two  diameters  and  a  lead  deviation  in  the  product  not 
exceeding  the  following  values  (in  inch): 

0.0(X)3  In  length  of  in.  or  ie.<ts. 

.0004  in  length  over  M  to  Ui  In. 

.000.1  In  bngth  over  UHo  3  in. 

JMIOT  In  length  over  3  to  0  in. 

.00)0  in  iength  over  0  to  10  in. 

Tlie  prlneipies  iiave  N'en  estuhiishod  in  the  foregoing  requirements  that 
”go”  giiges  shouM  approximate  the  length  of  engagement,  and  "not  go” 
gug(*s  should  be  tliroi*  pitches  long.  For  reasons  of  economy  or  limitations 
in  gage  manufacture  or  use,  it  may  be  desirahie  to  moiiify  these  principles 
to:  (1)  Take  advantage  of  the  economies  of  using  standarii  blanks,  os  iisted 
in  the  latest  issue  of  CSS,  (lage  Blanks,  wherever  they  may  bo  utiil7.(Ml  sum*ss- 
fiiiiy.  (2)  Avoid  loo  cumN^rsome  ring  gagi*8  as  weil  as  excessively  exiiensive 
gages  by  limiting  tlie  iength  of  ”go”  thread  ring  gages  to  maximum  lengths 
gh*en  in  eol.  3  above.  (3)  Avoid  excessively  eumbiTSome  thread  plug  gages 
ny  limiting  maximum  iength  to  two  diameters  wherever  possible.  (4)  Take 
fuil  advantage  of  mo»lern  equipment  for  producing  and  elieeking  accurate 
leads,  parMeuiarly  whore  long  engagements  are  involved,  thus  permitting 
the  us(*  of  standard  or  moderate  iength  tiiread  plug,  tliread  ring,  or  thread 
snap  gages.  Alternatively,  of  course.  Instruments  might-  bi!  used  for 
eiieokiiig  diameters  and  angles  Indepimdently. 

Sliould  a  "go”  gage  shorter  than  the  length  of  engagement  be  ehost*n. 
indc|)endent  means  should  be  used  to  measure  lead  deviation  In  product. 
The  maximum  metal  condition  must  be  reduced  to  assure  frc'e  assembly 
of  pro<luet,  if  the  lead  deviation  in  the  iength  of  engagement,  ip,  so 
deU»rmlned,  exceeds  0.259(7,  where  Q  is  the  product  pitch  diameter 
allowance.  The  required  amoimt  of  change  in  pitch  diameter,  AA*,  of 
tlie  product  (minus  on  external  thread,  plus  on  Intenial  thread)  accordingly 

is:  A£'=3.807(l— where  Ls  the  iength  of  the  gage  and  A,  is  the  length 

>f  engagement.  When  instruments  are  used  for  cheeking  diameter  it  is  a 
nipie  matter  to  make  this  allowance.  SVhen  thread  plug  and  ring  gages 
p  usetl.  the  allowance  Is  sometimes  increased  a  fixed  amount,  as  outiiued 
ii  he  above  table.  This  arbitrarily  reduces  tlie  tolerance  on  diameter. 
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major  diameter  of  the  internal  tliread  witl»  a 
plus  tolerance  (class  Z,  footnote  of  table  XII. 13). 
Both  eorners  at  the  crest  sliall  be  chamfered 
equally  at  an  angle  of  45°,  leaving  a  width  of 
flat  at  erest  of  0.28p,  +0.00,  —0.022). 

(b)  Pitch  diameter,  minor  diameter,  and  length. — 
The  piteh  diameter,  minor  diameter,  and  length 
of  gage  shall  be  the  same  as  those  given  in  1(b), 
1(e),  and  1(d)  above. 

3.  “Not  Go”  Thread  Plug  Gage  for  Pitch 
DiaMEIER  uF  All  InXEuN.^L  Threads. — (u) 
Major  diameter. — The  major  diameter  of  the 
“not  go”  thread  plug  gage  shall  be  e<iual  to  the 
maximum  (basic)  major  diameter  of  the  external 
thread  minus  pjA,  with  the  tolerance  (table 
XII. 13,  col.  4)  applied  minus. 

(6)  Pitch  diameter. — The  pitch  diameter  shall 
be  the  same  as  tlie  maximum  pitch  diameter  of 
the  internal  thread,  witli  the  toleranee  (table 
XII. 13,  col.  2  and  3)  applied  minus. 

(c)  Minor  diameter. — The  minor  diameter  shall 
clear  a  diameter  less  by  0.01  in.  than  the  minirnini 
minor  diameter  of  the  internal  thread.  The 
clearance  cut  may  have  0.435p  maximum  width 
between  intersections  with  the  flanks  of  the  thread. 

(rf)  Length. — The  length  of  tlic  “not  go”  thread 
plug  gage  should  approximate  3  pitches  (sec  foot¬ 
note  to  table  XII. 14).  When  a  multiple  thread  is 
involved,  tlie  “not  go”  thread  plug  gage  shall  be  of 
such  length  as  to  provide  at  least  1  full  turn  of  the 
thread. 

4.  “Not  Go”  Thread  Plug  Gage  for  Major 
Diameter  of  Centralizing  Inter.nal  Thread. — 
The  major  diameter  shall  be  equal  to  the  maximum 
major  diameter  of  the  internal  thread.  The  toler¬ 
ance  shall  be  class  Z  (footnote  of  table  XII.13), 
applied  minus.  The  included  angle  of  the  thread 
shall  be  29°.  The  pitcli  diameter  shall  be  the 
maximum  pitch  diameter  of  the  class  4C  central¬ 
izing  exlerml  threcui  (for  centralizing  internal 
threads,  classes  2C,  3C,  and  4C)  or  tlie  maximum 
pitch  diameter  of  the  class  6C  centralizing  cjteniai 
thread  (for  centralizing  internal  threads,  classes  5C 
and  6C),  with  a  minus  tolerance  of  twice  that 
given  in  table  XII.13,  column  3.  The  erest 
corners  shall  be  chamfered  45°  equally  to  Vave 
a  central  crest  flat  not  more  than  0.24r/  wide. 
The  approximate  depth  of  enamfer  is  0.07p.  Tlie 
minor  diameter  shall  clear  a  diameter  less  by  0.01 
in.  than  the  minimum  minor  diameter  of  the  in¬ 
ternal  tliread.  The  length  should  appro.xiinate 
8p  (see  footnote  to  table  XII. 14).  When  a 
multiple  thread  is  involved,  the  “not  go”  gage 
shall  be  of  such  length  as  to  provide  at  least  1  full 
turn  of  thread. 

5.  “Go”  Plain  Plug  Gage  for  Minor  Diam¬ 
eter  OF  Lnternal  Thread. — The  diameter  of 
the  “go”  plain  plug  gage  shall  be  the  same  as  the 
minimum  minor  diameter  of  the  internal  thread. 
The  gage  tolerance  shall  be  class  Z  (footnote  of 
table  XII.13) ,  applied  plus.  The  gage  length  shall 
be  in  accordance  with  the  latest  revision  of 
Commercial  Standard  CS8,  Gage  Blanks. 


6.  “Not  Go”  Plain  Plug  for  Minor  Diam¬ 
eter  OF  Internal  Thread. — The  diameter  of 
the  “not  go”  plain  plug  gage  shall  be  the  same  as 
the  maximum  minor  diameter  of  the  internal 
thread.  The  gage  toleranee  shall  be,  class  Z 
(footnote  of  table  XII.13),  applied  minus.  The 
gage  length  shrll  be  in  accordance  with  the  latest 
revision  of  CS8. 

<d)  concentricity 

Metliods  o1  securing  concentricity  between 
major  and  pitch  diameters  of  e.xternal  or  internal 
thiriuls  luiuit  (leti'nuiunl  frr  cai-h  iniiividunl 
application. 

SECTION  XIII.  STUB  ACME  THREADS^ 

1.  GENERAL  AND  HISTORICAL 

^\^len  formulated  prior  to  1895,  regular  Aeme 
threads  were  intended  to  replace  square  threads 
and  a  variety  of  threads  of  other  forms  used 
chiefly  for  the  purpose  of  producing  traversing 
motions  on  macnines,  tools,  etc.  Aeme  threads 
r.re  now  extensively  used  for  a  variety  of  purposes. 

Section  XII,  p.  1,  provides  information  and 
data  pertaining  to  the  use  of  the  regular  stand¬ 
ard  Aeme  thread  form.  The  Stub  Aeme  thread 
came  into  being  early  in  the  1900's.  Its  use  has 
been  generally  confined  to  those  unusual  applica¬ 
tions  where  a  course-pitch  thread  of  shallow  depth 
is  required  due  to  mechanical  or  metallurgical 
considerations. 

While  threads  for  valve  operation  may  be  made 
to  this  standard,  this  application  is  highljsr  special¬ 
ized  and  these  data  should  not  be.  used  without 
consultation  with  the  valve  manufacturer. 

2.  SPECIFICATIONS  FOR  THE  STUB  ACME  FORM 
OF  THREAD 

1.  Angle  of  Thread. — The  angle  between  the 
flanks  of  the  thread  measured  in  an  axial  plane 
shall  be  29°.  The  line  bisecting  tliis  29°  angle 
shall  be  perpendicular  to  the  axis  of  the  thread. 

2.  Pitch  of  Thread. — The  piteli  of  a  thread 
is  the  distance,  measured  parallel  to  its  axis, 
between  corresponding  points  on  adjacent  thread 
forms. 

3.  Height  of  Thread. — The  basic  height  of 
Stub  Acme  threads  slmll  be  as  follows: 

Standard  Stub  Aeme  0.3p, 

Modified  P'orni  1  Stub  Aeme  0.375/), 

Modified  Form  2  Stub  Aeme  0.25p. 

4.  Thickness  of  Thread. — Tlie  basic  tliiekness 
of  the  thread  at  a  diameter  smaller  by  the  basic 
height  of  thread  (for  wliich  see  previous  paragraph) 
than  tlie  basic  major  diameter,  sliall  be  0.5/). 

5.  Allowance  (Minimum  Clearance)  at  M.a- 
JOR  AND  Minor  Diameters.  A  mininuim  dia¬ 
metrical  clearance  is  provided  at  the  minor  diam¬ 
eter  of  all  Stub  Aeme  thread  assemblies  by 

*  This  section  is  In  substantial  ajtreemont  with  American  Standards  Asso* 
ciation  jMihdcation  ASA  Bt.s.  “Stub  Acme  Screw  Threatls.”  which  is  puh* 
lislied  by  tl»e  A8MK,  29  W.  39th  St.,  Xew  York  IN,  X.Y.  The  latest 
revision  should  be  consulted  when  referrinit  to  this  ASA  document. 
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estaulioliing  the  maxiinuin  minor  diameter  of 
external  threads  0.020  in.  below  the  basic  minor 
diameter  on  10  tpi  and  coarser,  and  0.010  in. 
below  the  basic  minor  diameter  for  finer  pitches. 

A  minimum  diametrical  clearance  at  the  major 
diameter  is  obtained  by  establishing  the  minimum 
major  diameter  of  the  internal  thread  0.020  in. 
above  the  basic  major  diameter  for  10  tpi  and 
coarser,  and  0.010  in.  above  the  basic  major 
diameter  for  finer  pitches. 

6.  Basic  Thread  Form  Dimexsioxs. — Tlie 
basic  dimensions  of  the  standard  Stub  Acme 
thread  form  for  the  most  wnerally  used  pitdics 
are  given  in  table  XlII.l.  The  basic  thread  form 
is  symmetrical  and  is  illustrated  in  figure  XlII.l. 


Table  XlII.l. — Standard  Stub  Acme  thread  form,  hanie 
dimrneionx 


Threads 
per  inch,  n 

Pitch,  p 

llclKht 
of  thread 
(basic). 
8-0  3P 

Total 
height  of 
thread, 

*.-*  + 

h  allow  * 
ance  • 

Thread 

thickness 

(basic), 

f-P;'2 

U'hlih  of  (hit  at 

<'n*5tof  Hoot  of 

internal  i  inif*m:il 
thre-id  threiMl, 

(htwic).  '  /•*.»« 

F,,-  1  04224/)- 

0  4224p  02.V3Xab 
lowance  * 

1 

2 

3 

4 

6 

6 

7 

in. 

in. 

IH. 

ill. 

I/I. 

in. 

16 . 

0.002.V) 

0. 01875 

0.0238 

0.0312.4 

0.0164 

0.0238 

14 . 

.07143 

.02143 

.0264 

.03.571 

.0302 

.0276 

12 . 

.08;833 

.02500 

.0300 

.04167 

.  03.52 

.0336 

10 . 

.10000 

.03000 

.040(1 

.  0.501V) 

.0422 

.  0370 

^ . 

.mn 

.udUl 

.1)488 

.sAV*. 

. 

imr 

8 . 

.12300 

.03750 

.0475 

. 06Z50 

0.52H 

(M76 

7 . 

.14280 

.042Wi 

0.529 

07143 

0603 

.  0.551 

0 . 

.1866? 

,  (l.'itMlO 

.  (KiOl 

.06X13 

.n?(H 

.06.42 

5 . 

.20000 

.06000 

,  0700 

.  lOfVV) 

.(K4.5 

.0793 

4  . - 

.25000 

.07500 

.08.50 

.  I2.VI0 

.  10.V, 

.1004 

3M . 

.28571 

.OfW7l 

.  oy,57 

.14286 

.1207 

.  IVA 

3 . 

.33333 

.  KKiOO 

.1100 

.  14(M 

.1356 

an  . .. 

.40000 

.  12000 

.1300 

.20000 

.  lOMII 

.1638 

2 . 

.50000 

,15000 

.  P  ’lOO 

.  2.50(v» 

.2112 

.2060 

Uj  - 

.06607 

.20(KI0 

.  21(K1 

.:53333 

.  2816 

.2764 

lt» 

Tvwn 

72  vw 

y?5n 

3II« 

1 . 

1.00000 

.30000 

.3100 

.VMMm 

4224 

4172 

•  Allowanci’  Is  shown  in  tablo  Xlll.S.  toI.  3. 


(а)  Special  re(iu\rementx.  .triatlonx/rom  nominal 
diameter. — Applications  requiring  special  machin¬ 
ing  processes  resulting  in  a  basic  diameter  less 
than  the  nominal  shown  in  table  XI 1 1.2,  column 
1,  shall  have  allowances  anil  tolcranci'S  in  accord¬ 
ance  with  footnote  b,  table  XIIl..’l;  table  XII1.4; 
and  tabulated  toleranci*s.  table  Xlll.o. 

(б)  Special  diameterx. — .Special  diameters  not 
showi  in  table  XI 1 1. 2  and  not  divisible  by  1/1  (> 
shall  show  the  actual  basic  major  diameter  in 
decimals  on  drawings,  specifications,  and  tools. 

3.  STANDARD  STUB  ACME  THREAD  SERIES 

There  has  been  selected  a  series  of  diameters 
and  associated  pitches  of  standard  Stub  Acme 
threads  listed  in  table  XIII.2,  which  is  recoin- 


meiided  as  preferred.  These  diameters  and 
pitches  have  been  carefully  selected  to  meet  the 
present  needs  with  the  fewest  number  of  items, 
in  order  to  reduce  to  a  minimum  the  inventory 
of  both  tools  and  gages. 

4.  CLASSIFICATION  AND  TOLERANCES,  STAND¬ 
ARD  STUB  ACME  THREADS 

There  is  established  herein  only  one  class  of 
thread  for  general  usage.  This  class  coiTcsponds 
to  the  class  2G  (General  Purpose)  of  section  XII. 
If  a  fit  having  less  backlash  is  required,  the 
tolerances  and  allowances  for  general  purpose 
threads  shown  in  tables  XI I. .3,  XI 1. 4,  XII.S, 
Xli'.t),  and  XI  1.8,  pp.  4  to  9,  may  be  used  to 
determine  the  limits  of  size  for  mating  threads. 

1.  Basic  Diameters. — The  maximum  major 
diameter  of  the  external  thread  is  the  basic 
(iioininal)  major  diameter.  The  minimum  pitch 
diameter  of  the  internal  thread  is  basic  and  equal 
to  the  basic  major  diameter  minus  the  basic 
height  of  thread.  The  basic  minor  diameter  is 
the  minimum  minor  diameter  of  the  internal 
thread  and  is  equal  to  the  basic  major  diameter 
minus  twice  the  basic  thread  height. 

2.  Lexcth  ok  Exgagemext. — The  tolerances 
specified  herein  are  applicable  to  lengths  of  engage¬ 
ment  not  e.xceeding  twice  the  nominal  major 
diameter. 

3.  Toleraxces. — The  tolerances  specified  arc 
such  ns  10  assire  interchangeabilitv  and  maintain 
a  high  grade  of  product. 

The  tolerances  on  diameters  of  internal  threads 
shall  be  applied  plus  from  the  minimum  sizes  to 
above  the  minimum  sizes. 

The  tolerances  on  diameters  of  external  threads 
shall  be  applied  minus  from  the  maximum  sizes 
to  below  the  maximum  sizes. 

The  pitch-diameter  (or  thread-thickness)  toler¬ 
ances  for  an  external  or  an  internal  thread  are 
the  same.  Pitch  diameter  tolerances  are  the 
same  as  those  given  in  table  XII.G,  p.  7. 

The  pitch-diameter  (or  thread-thickness)  toler¬ 
ances  for  the  product  include  lead  and  angle 
deviations. 

The  tolerances  on  the  major  and  minor  diameters 
of  external  and  internal  threads  for  use  with 
special  threads  are  listed  in  table  XIII. 3  and  are 
based  on  the  following  formulas: 


.Maji>r  'llanirl 

ler  tnleranee  1 

Minor  diameter  tolerance 

Fxteniiil  thread 

Intennl  llirivtd 

Kxternal  thread 

Internal  thread 

0,0.5  p.  f.MIll-O.'JU.*. 
III.  .* 

l.OXi'lteh 

1  diameter 
toKramf.f* 

l.oXpltoh 

diameter 

tolerance.** 

n.o.5p.  (Mln- 
0.005  In.).* 

*  To  avolil  a  mmitUcate-l  formula  nn'l  still  i^rovMc  an  a«lequate  toloranco, 
thp  plU'h  factor  b  os  a  base,  with  the  mhilninm  tolerance  value  set  at 
O-ins  In. 

**  For  use  only  where  the  major  dianioter  of  the  Internal  threail  an<I  the 
minor  illimieter  of  the  external  thre;til  must  Ik*  contrulled,  such  as  on  thhi- 
w;»lh-l  eoin}>oiteiits.  lMieh-<li:uneter  tolenniees  for  various  practicable  com* 
Mnatlons  of  diameter  and  pitch  ore  given  In  table  X11.6.  p.  7. 
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$$^//VrEff/V4r  THREAD, 


¥AJ0^  OtAU£reP-SS^^^ 
'^^ALLOWAWe 

'\slNTefWAL  7M«e4fr>0,  V- 


BASIC  PITCH 


I//-/ -i //'/////, 
'/  ^  Pitch  DUMCTtR/, 
///tLlOUtNU  OH  ■■ /, 
//'tPTcmiLL  T>mu>/\ 

yZ-^/////////. 


[  mmw  otAntnn/. 
ALlOmANCt  oh/// 
exmmAL  thh^ao^, 

////////////. 


Figure  XIII. 1. — Standard  Stub  Acme  form  of  thread. 
Notation 

2a-2»” 

a-MW 

p-pltch 

n^numlwr  of  threads  per  Inch 
N-numljer  of  turns  per  Inch 
A— 0.3p-baslc  height  of  thread 
/■f.-O-taip-biislc  width  of  flat «.  crest  of  internal  thread 
/'«-0.t224p-l>aslc  width  of  flat  of  crest  of  external  thread 
/'.•-0.4?'x4p»0.298X(maJor  diameter  allowance  on  Internal  thread) 
/'n*'0.4224p-0.298X(mlnor  diameter  allowance  on  external  thread) 


4.  Allowances  (Minimum  Clearances). — Al¬ 
lowances  applied  to  the  pitch  diameter  of  the 
axtemal  thread  are  based  on  the  major  diameter 
and  are  given  in  table  XII1.4. 

When  the  product  has  a  length  of  engagement 
greater  than  the  standard  length  of  thread  ring 

f;age  as  shown  in  table  XII. 14,  col.  3.  p.  17,  and 
ead  deviations  not  exceeding  values  snown  in  the 
footnote  to  that  table,  and  when  “go”  thread  ring 
g^es  of  these  lengths  are  to  be  used,  the  maximum 
pitch  diameter  of  the  external  tuead  shall  be 
decreased  by  the  amount  shown  in  table  XII. 14, 
col.  5.  If  tne  lead  deviations  in  the  product  are 
greater  than  indicated,  the  allowance  for  the  ring 
gage  stated  in  col.  5  should  be  increased  propor¬ 
tionately.  However,  if  methods  of  gapng  the 
external  thread  are  to  be  used  that  wm  detect 


angle  deviation  and  cumulative  lead  deviation, 
the  pitch  diameter  of  the  thread  shall  be  below 
the  tabular  maximum  pitch  diameter  by  an  amount 
sufficient  to  compensate  for  the  measured  devia¬ 
tions. 

An  increase  of  10  percent  in  the  allowance  is 
recommended  for  eacn  inch,  or  fraction  thereof, 
that  the  length  of  engagement  exceeds  two 
diameters. 


S.  LIMITS  OF  SIZE,  STANDARD  STUB  ACME 
THREADS 

Limits  of  size  for  Stub  Acme  threads  of  the 
preferred  series  of  diameters  and  pitches  are  mven 
m  table  Xlil.5.  The  application  of  these  limits 
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is  illustrated  in  figure  XIII.2.  The  values  in 
table  XIIL5  are  based  on  the  following  formulas: 

External  Threads  (Sciews) 

(Basic)  ivlax  major  diam=Nominal  size  or 
diameter,  D. 

Min  major  diam=Ext  max  major 
diam  minus  tolerance  from  table 
XIII.3,  col  6. 

Max  pitch  diam=Int  min  pitch 
diam  minus  allowance  from  table 
XIII.4,  col  3. 

Min  pitch  diam=Ext  max  pitch 
diam  minus  tolerance  from  table 

XII. 6,  p.  . 

Max  minor  diam = In  t  min  minor 
diam  minus  allcaaiice  from  table 

XIII. 3,  col  4. 

Min  minor  diam = Ext  max  minor 
diam  minus  tolerance  from  table 
XIII.3,  col  7. 

Internal  Threads  (Nuts) 

Min  major  drain = Ext  max  major 
diam  plus  allowance  from  table 
XIII.3,  col  3. 

Max  major  diain=Int  min  major 
diam  plus  tolerance  from  table 
XIII.3,  col  7. 

(Basic)  Min  pitch  diam=Ext  max  nruijor 
diam  minus  basic  height  of  tliread 
from  table  XIII.2,  col  8. 


Max  pitch  diam=Int  min  pitch 
diam  plus  tolerance  from  table 

XII. 6,  p.  7. 

(Basic)  Min  minor  diam = Ext  max  major 
diam  minus  2  times  basic  height 
of  thread  from  table  XIII.2,  coT  8. 
Max  minor  diam=Int  min  minor 
diam  plus  tolerance  from  table 

XIII. 3,  col  5. 

6.  THREAD  DESIGNATIONS 

Standard  Stub  Acme  threads  shall  be  designated 
as  shown  below  on  drawings  and  in  specifications, 
and  on  tools  and  gages: 

Right-hand  thread: 

)i—20  STUB  ACME 

I — Right  hand 
(since  desig¬ 
nation 
LH  is  not 
specified) 

— Thread  series 
— Number  of  threads  per  inch 
— Nominal  size  in  inches 
Left-hand  thread: 

■‘^—20  STUB  ACME— LH 

I — Left  hand 
I  Thread  series 

' — Number  of  threads  per  inch 
— Nominal  size  in  inches 


Table  XIII.2. — Standard  Stub  Acme  thread  series,  basic  diameters  and  thread  data 


Namiast  sizes 

Threads  per 
inch, n 

Basic  diameters 

Thread  data 

Major  di¬ 
ameter,  I) 

Pilcn  di¬ 
ameter, 

Minor  di- 
atneter, 
A'-7)-2fc 

Pitch, p 

Thread  thick¬ 
ness  at  pitch 
line,  i»p/2 

Basic  height 
of  thrt^ad, 
A*0.3p 

Basic  width 
of  flat, 
/'-0.4224P 

Lead  angle 
at  basic  pitch 
diameter,  X 

1 

2 

3 

4 

5 

6 

7 

8 

9 

10 

<n. 

■■1 

in. 

in. 

ia. 

in. 

in. 

in. 

In. 

dfo  min 

H . 

0.2500 

0. 2312 

0.212.'i 

0. 06250 

0. 03125 

0.01875 

0.0264 

4  54 

. 

.St2A 

.2011 

.2006 

.07143 

.03572 

.02143 

.0302 

4  28 

h . 

.37S0 

,3.v»0 

.3250 

.08333 

.04167 

.02500 

.0352 

.4375 

.4125 

.3875 

.08333 

.04167 

.02500 

.0352 

3  41 

b- . 

10 

.5000 

.4700 

.4400 

.10000 

.05000 

.03000 

.0422 

3  52 

M . 

8 

.5875 

.5500 

.12500 

.06250 

.03750 

.0528 

3  52 

ii 

6 

.7500 

.7000 

.5500 

.16667 

.08333 

.05000 

.0704 

4  20 

U-: . 

6 

.8750 

.83.50 

.7750 

.  16667 

.08333 

.05000 

.0704 

3  41 

1 . 

5 

1.0000 

.9400 

.8800 

.20000 

.10000 

.06000 

.0845 

3  52 

IW . 

5 

1.12» 

1.0550 

1.00.50 

.20000 

.10000 

.06000 

.0845 

3  25 

IM . 

5 

1.2.500 

1. 1900 

1.1300 

.20000 

.10000 

.06000 

.0845 

3  4 

IH . 

4 

1.3750 

1.3000 

1.2350 

.25000 

.12500 

.07500 

.ia56 

3  30 

m . 

4 

1.5000 

1.4250 

1.3800 

.25000 

.12500 

.07500 

.1056 

3  12 

1« . 

4 

1.7500 

1.0750 

1.6000 

.25000 

.12500 

.07500 

.1056 

2  43 

2 . 

4 

2.0000 

1.92.50 

1.8500 

.25000 

.12500 

.07500 

.1056 

2  22 

2M . 

3 

12.500 

2. 1500 

10500 

.33333 

.16667 

.  10000 

.1408 

2  50 

2H . 

3 

2.5000 

14000 

13000 

.33333 

.16667 

.10000 

.1408 

2  32 

2H . 

3 

2.7500 

15500 

15500 

.33333 

.16667 

.10000 

.1408 

2  18 

8. . 

2 

3.0000 

17000 

.50000 

.15000 

.2112 

3  12 

8H . 

2 

3.S000 

.50000 

.25000 

.15000 

.2112 

2  43 

2 

4.0000 

3.7000 

.25000 

.15000 

.2112 

2  22 

VA . 

2 

4.5000 

4.2000 

.15000 

.15000 

.2112 

2  6 

t . 

2 

5.0000 

4. 8500 

4.7000 

.50000 

.25000 

.15000 

.2112 

1  S3 
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7.  ALTERNATIVE  STUB  ACME  THREADS 

Recognizing  the  fact  that  the  standard  Stub 
Acme  thread  form  may  not  provide  a  generally 
acceptable  thread  system  to  meet  the  requirements 
of  all  applications,  basic  data  for  two  of  the  other 
commonly  used  fonns  are  tabulated  in  tables 
XIII.6  and  XIII.7.  These  threads  are  identified 
as  Modified  Form  1  Stub  Acme  Thread  (shown  on 
fig.  XIII.3)  and  Modified  Form  2  Stub  Acme 
Thread  (shown  on  fig.  XIII.4).  VVherev(*r 
practicable,  however,  the  standard  Stub  Aenu' 
Thread  form  should  be  used. 

In  applying  the  foregoing  data  to  special  designs, 
the  allowances  and  tolerances  can  be  taken  directly 
from  tables  XIII.3,  XIII.4,  and  XII.6,  p.  7  for 
standard  Stub  Acme  threads.  Therefore  the 
major  diameter  and  basic  thread  thickness  at 
pitch  line  for  both  external  and  internal  threads 
will  be  the  same  as  for  the  standard  form  as  shown 


Table  XIII.3. — Tolerances  and  allowances  for  major  and 
tninor  diameters,  Stub  Acme  threads  • 


8lze» 

Threads 

per 

inch,n 

Allowances  from 
basic  major  and 
minor  di  ameters 

Tolerance  * 
on  minor 
diameter, 
all  intemai 
threads, 
plus 
O.OSp 

Tolerance  • 
on  major 
diameter, 
ali  external 
threads, 
minus 
O.OSp 

Toleranw  «n  • 
majnr  «li* 
ameter,  piu.s 
on  all  Intemai 
threa<Ls:  also 
tolerance  on 
minor  diame¬ 
ter,  minus  on 
all  external 
threads, 

•  LOXP.D. 
tol. 

Major” 
diam, 
all  In¬ 
ternal 
threads 
plus 

Minor  J 
diam, 
ali  ax- 
ternai 
threads 
minus 

1 

m 

s 

6 

7 

in. 

in. 

in. 

in. 

fn. 

in. 

M . 

16 

0.010 

0. 010 

0.0050 

0.00.50 

0  0105 

. 

14 

.010 

.010 

.00.50 

.0050 

.0114 

H  . 

12 

.010 

.010 

.00.50 

.0050 

.0123 

hi . 

12 

.010 

.010 

.00.50 

.ua5o 

.0126 

h . 

10 

.020 

.020 

.0050 

.0(K50 

.0137 

H . 

8 

.020 

.020 

.0062 

.0062 

.01.54 

>4 . 

6 

.020 

.020 

.0083 

.0083 

.0174 

h . 

6 

.020 

.020 

.0083 

.  0083 

.0179 

1 . 

5 

.020 

.020 

.0100 

.0100 

.0194 

IM - 

5 

.020 

.020 

.OKNI 

.0100 

.0198 

IM . 

5 

.020 

.020 

.0100 

.0100 

.0201 

IH . 

4 

.020 

.020 

.0125 

.0135 

.0220 

U'j . 

4 

.020 

.020 

.0125 

.0125 

.0223 

m . 

4 

.020 

.020 

.  0125 

.01Z5 

.0229 

2.... . 

4 

.020 

.020 

.012.5 

.0125 

.0235 

2« . 

3 

.020 

.021) 

.0167 

.  0167 

.0263 

2W . 

3 

.020 

.020 

.0167 

.  0167 

.03fW 

2?4  . 

3 

.020 

.020 

.0167 

.  0167 

.  (W73 

3 _ 

2 

.020 

.020 

.0250 

.02.50 

.0.116 

3H . 

2 

.020 

.020 

.02.50 

.02.W 

.0324 

4 _ 

2 

.020 

.tnA) 

.02.50 

.0250 

.0332 

4H . 

2 

.020 

.020 

.02.50 

.02.50 

.0339 

5 . 

2 

.020 

.020 

.02.50 

.02.50 

.0346 

•  Pitclwllamelertoleraiswsfor  viirinust  imicticubiocoinliinntionxoftU.'iriirUT 
aiid  pitch  are  t^vvn  in  tabic  Xll.fi,  p.  7. 

b  Fw  an  internicUiutc  size,  the  tolerances  and  deviathnis  for  the  ncit  i.HT<T 
site  eiven  In  this  tahic  shali  appiy. 

•  Tile  minimum  ciearance  at  tiie  majoi  diameter  between  the  Intemai  and 
external  threads  is  equai  to  coiumn  3. 

The  minimum  ciearance  at  the  minen*  diameter  between  the  intemai  and 
external  threads  is  equai  to  coiumn  4. 

•  To  avoid  a  compiicate<i  formula  anti  stiil  {N^vldc  an  adequate  tolerance, 
the  pitch  factor  is  used  as  a  base,  with  tl>e  minimum  toierance  value  set  at 
0.005  in. 

I  For  use  oniy  where  the  major  diameter  of  tiie  internal  thread  an<i  the  minor 
diameter  of  the  exteraal  thread  must  be  controlled,  such  as  on  thimwalied 
components. 


in  tables  XIII.2  and  XIII.5.  The  pitch  diameter 
and  minor  diameter  will  vaiy  from  the  data  shown 
in  tables  XIII.2  and  XIII.5;  for  modified  form  1, 
the  pitch  and  minor  diameters  will  be  smaller 
than  similar  values  for  the  standard  form,  and  for 
modified  form  2  the  pitch  and  minor  diameters  will 
be  larger  than  those  dimensions  for  the  standard 
forms. 

These  threads  shall  be  designated  as  shown 
below’  on  drawings  and  in  specifications,  and  on 
tools  and  gag('s: 

liight-hand  thread: 

I - Modified  Form  1 


Yr-2Q  STUB  ACME  Ml 
■f-20  STUB  ACME  M2 

^  Modified  Form  2 


Left-hand  thread: 

1^-20  STUB  ACME  Ml-LH 
}(-20  STUB  ACME  M2— LH 


Table  XIII.4. — Pll~h  diameter  allowances  for  Stub  Acme 
threads 


N’ominal  size  ranee  > 

I’ltch  diameter'' 
allowances  on  ex¬ 
ternal  threads, 

0.008  VO 

Above 

To  and  including 

1 

2 

3 

fn. 

in. 

in. 

0  .  .  . 

0. 0034 

*i«  . . 

.0040 

»i. . . 

T1. 

.(K>49 

*1. . . 

•1. 

.IK)57 

•i« . 

•H. 

.0063 

•  n. . . 

■n* 

.0060 

'»1. . 

.  0075 

. . 

IM. 

.(HIM) 

nu  . . . 

Pin! 

.0085 

-  . 

Pi* 

.0080 

I’1.  . 

.0094 

I'l.  . 

pi. 

.0098 

Pi*  . 

Pi 

.  010.5 

.  . 

in 

.0113 

It* . . 

2>i. 

.0120 

2‘t  . . 

2''% 

11126 

I'* . 

2'% 

0133 

in  . 

in 

0140 

It.  . 

m 

.01.50 

n.  .  .. 

4ti 

.OlOfl 

4l|  . . 

4'4 

.0170 

4*,.  . 

5k- 

.0181 

•  Tlie  vtiiU(*8incolunin3aretobeus(‘<]  fur  any  noniinnl  size  within  the  ranee 
siKiwD  in  ccHs  1  and  2.  These  values  arc  calculated  from  the  mean  of  tho 
range. 

It  is  recommended  that  the  nominal  sizes  given  in  table  X111.2  be  used 
wivnever  p*>ssii>ie. 

b  An  increase  of  10  percent  in  the  aiiowance  is  recommended  for  eaeli  inch, 
or  fraction  therc^,  that  the  length  of  engagement  exm‘<is  two  diameters. 
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INTERNAL  THREAD  (NUT) 


o  c 

%  £ 

EXTERNAL  THREAD  (SCREW) 


Fiourb  XII1.2. — lUutlration  of  aUoivancet,  tolerances,  and  crest  clearances  for  Stub 

Acme  threads. 

Notahoh 

p-pltcb 

t-MsIc  thread  beiftbt 


Table  XIII.6. — Modified  Form  1  Stub  Acme  thread  form, 
basic  dimensions 


Threads 

per 

luch, 

n 

Pitch, 

P 

Height  of 
thread 
(basic), 

A-0.375P 

Total 
height  of 
thread, 

hs~h+yi 

allowance* 

Thread 

thickne.ss 

(basic), 

(-P/2 

Whith  of 
flat  at 
cn*jit  of 
internal 
thread 
(basic), 

F«-0.4030p 

1 

2 

3 

4 

5 

6 

in. 

rn. 

in. 

in. 

in. 

16 . 

0.06250 

0.02344 

0.0284 

0. 03125 

0.0252 

14 . 

.  07143 

.  0267't) 

.0318 

.  03572 

.0288 

12 . 

.08333 

.03125 

.0363 

.04167 

.0336 

10 . 

.10000 

.03750 

.0475 

.0.V)00 

.0403 

9 . 

.11111 

.04167 

.  0.517 

,0.5.5,% 

.0448 

8 . 

.12500 

.04688 

.0569 

.06250 

.0504 

7.....—.. 

.14»6 

.05M: 

.0636 

.07143 

,0576 

6 . 

.16667 

.062.50 

.  0725 

.08333 

.0672 

5 . 

.20000 

.  07.V)0 

.08.50 

.  KKMIO 

.tIHiNi 

4 . 

.2.5000 

.09375 

.1038 

.  12.VN) 

.IfNM 

3K. . 

.28571 

. 10714 

.1171 

.14286 

.11.51 

3 . 

.33333 

.  12.500 

.  13.''i0 

.  16667 

.1343 

2W . 

.40000 

.1.5000 

.1600 

.20000 

.1612 

2 . 

. 50000 

. 18750 

.  1975 

.2.5000 

.2015 

. 

.86667 

.2.5000 

.2600 

.33333 

.2(iK7 

ni- . 

ana 

SMS 

.rsnn 

.!r43 

1 . 

1.00000 

.37500 

.3850 

..50U(K) 

.4030 

•  Allowance  la  sliown  In  table  XIII.3,  column  4. 


Table  XIII. 7. — Modified  Form  S  Stub  Acme  thread  form, 
basic  dimensions 


Threads 

per 

Inch, 

n 

Pitch, 

P 

Height  of 
thread 
(basic), 

h-O.JSOp 

Total 
lielght  of 
thread, 

allowance* 

Thread 

thlcknoAs 

(baste), 

(-P/2 

Wblth  of 
flat  at 
crest  of 
Internal 
thread 
(basic), 

F,.-0.43S3p 

1 

2 

3 

4 

5 

6 

in. 

in. 

fn. 

in. 

in. 

16 . 

0.06250 

0.01563 

0.0206 

0.03125 

0.0272 

14 . 

.07143 

.01786 

.0229 

.03571 

.0311 

12 . 

.08333 

.02083 

.0258 

.04167 

.0363 

10 . 

.10000 

.02500 

.0350 

.05000 

.0435 

9 . 

.11111 

.02778 

.0378 

.05.556 

.0484 

8 . 

.12500 

.03125 

.0413 

.06250 

.0544 

7 . 

.  14286 

.03571 

.0457 

. 07143 

.0622 

« . 

.16667 

.04167 

,0517 

08333 

.0726 

5 . 

.20000 

.05000 

.0600 

.  10000 

.0871 

4 . 

.2.5000 

.06250 

.0725 

.  12.500 

.  1088 

3M . 

,28571 

07143 

.0814 

.14286 

.1244 

3 . 

.33333 

.08333 

.0933 

.1({667 

.1451 

2M . 

.40000 

.10000 

.1100 

.20000 

.1741 

2 . 

.50000 

.  12.500 

.1350 

.2.5000 

.2177 

m . 

.66667 

.  16667 

.1787 

.33333 

.2902 

m . 

.75000 

.  18750 

,1975 

.37500 

.3265 

1 . 

1. 00000 

.25000 

.2600 

.50000 

.4353 

•  Allowance  la  ahown  In  table  Xin.3,  column  4. 


8.  GAGES  FOR  STUB  ACME  THREADS 

Gages  representing  both  product  limits,  or  ade¬ 
quate  gaging  instruments  for  thread  elements,  are 
necessary  for  the  proper  inspection  of  Stub  Acme 
threads.  The  dimensions  of  “go”  and  “not  to” 
gages  should  be  in  accordance  with  the  principles: 


(a)  tlmt  tlie  maximum-metal  limit,  or  “go,”  gage 
should  check  simultaneously  ns  many  elements  as 
possible,  and  tliat  a  minimum-inetnl  limit  or  “not 
go”  tliread  gage  can  effeetivdy  check  but  one  ele¬ 
ment;  and  (b)  that  permissible  variations  in  tlie 
gages  be  kept  witliin  the  extreme  product  limits. 

(a)  CAGE  tolerances 

Tolerances  for  the  thread  elements  of  “go”  and 
“not  go”  tliread  gages  for  Stub  Acme  threads  are 
as  specified  below. 

1.  Tolerances  on  Pitch  Diameter.— The 
pitch  diameter  tolerances  for  gages  for  external 
and  internal  threads  are  given  in  table  XIII. 8, 
col.  2. 

2.  Tolerances  on  Major  and  Minor  Di¬ 
ameters.— The  major  and  minor  diameter  toler¬ 
ances  for  Stub  Acme  thread  gages  arc  given  in 
table  XIII. 8,  eol.  8. 

:i.  Tolerances  on  Lead.  -  The  variation  in 
lead  of  all  Stub  Acme  thread  gages  shall  not  exceed 
O.OOfilt  in.  between  any  2  threads  not  farther  apart 
than  1  in.  However,  the  eumulative  deviation  in 
lend  shall  not  e.xceed  0.0004  in.  for  gages  vvitli  a 
length  over  1  to  3  in.,  inclusive;  or  0.0005  in.,  for 
gagm  with  a  length  over  3  to  5  in.,  inclusive;  or 
0.0007  in.,  for  gages  with  a  length  over  5  to  10  in., 
inclusive.  For  multiple  threads  the  cumulative 
tolerance  for  any  length  of  gage  shall  be  obtained 
by  multiplying  by  1.5  the  above  tolerance  appli¬ 
cable  to  that  length. 


Fiovre  XIII.3. — Modified  Form  I  Stub  Acme  thread  with 
basic  height  of  0.37S  pitch. 


Figure  XIII.-l. — Modified  Form  2  Stub  Acme  thread  with 
basic  height  of  0.25  pitch. 
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Table  XIII. 8. — Tolerances  for  “go"  and  “not  go”  thread 
gages,  Stub  Acme  threads 


Threads  per  Inch  • 

Tolerances  on 
pitch  diameter  •> 

Tolerance  on 
major  and  minor 
diameters 

Tolerance  on 
half  angle  o( 
thread 

1 

2 

3 

4 

in. 

in. 

minuUi 

16 . 

0.0006 

0.001 

10 

14 . 

.0006 

.001 

10 

12 . 

.0006 

.001 

10 

10 . 

.0007 

.002 

10 

9 . 

.0008 

.002 

10 

8 . 

.0008 

.002 

8 

7 . 

.0009 

.002 

8 

6 . 

.0009 

.002 

8 

5 . 

.0010 

.002 

8 

4 . 

.0011 

.002 

8 

3'A . 

.0013 

.002 

8 

3 . 

.0013 

.002 

6 

2H . 

.0014 

.002 

6 

2 . 

.0015 

.002 

6 

IM . 

.0018 

.002 

5 

IH . 

.0018 

.0*12 

5 

.0021 

.002 

5 

•  Intermediate  pitches  take  the  tolerances  of  the  next  coarser  pitch  listed 
In  this  table. 

■>  These  pitch  diameter  tolerances  for  thread  gages  are  not  eumulative,  tliat 
Is,  they  do  not  Include  tolerances  on  lead  and  on  half  angle. 

4.  Tolerances  on  Angle  of  Threads. — The 
tolerances  on  angle  of  thread,  as  specified  in  table 
XIII.8,  ool.  4  for  the  various  pitehes,  are  toler¬ 
ances  on  one-half  the  included  angle.  This  in¬ 
sures  that  the  bisector  of  the  ineluded  angle  will 
be  peipendicular  to  the  axis  of  the  thread  within 
proper  limits.  The  equivalent  deviation  from  the 
true  thread  form  caused  by  such  irregularities  as 
convex  or  concave  sides  of  the  thread,  or  slight 
projections  on  the  thread  form,  should  not  exceed 
the  tolerances  permitted  on  angle  of  thread. 

(b)  GAGES  FOR  EXTERNAL  THREADS 

1.  “GO”  Thread  Ring  or  Thread  Snap 
Gage. — (o)  Major  diameter. — The  major  diam¬ 
eter  of  the  “go”  thread  ring  or  snap  gage  shall 
clear  a  diameter  greater  by  0.01  in.  than  the 
maximum  major  diameter  of  the  external  thread. 

(6)  Pitch  diameter. — The  pitch  diameter  shall 
fit  the  maximum-metal  limit  thread  setting  plug 
gage. 

(c)  Minor  diameter. — Tiie  minor  diameter  shall 
be  the  same  as  the  maximum  minor  diameter  of 
the  external  thread  plus  0.005  in.  for  pitehes  finer 
than  10  tpi  and  plus  0.010  in.  for  10  tpi  and 
coarser.  The  tolerance  shall  be  applied  minus. 

(d)  Length. — The  len^h  shall  approximate  the 
length  of  engagement  but  shall  not  exceed  the 
length  specified  in  table  XII. 14,  eol.  3,  p.  17. 

2.  Maxi.mum-Metal  Limit  Thread  Setting 
Plug  for  “GO”  Thread  Ring  or  S.nap  Gages. — 
(o)  Major  diameter. — The  major  diameter  of  the 
ma.\imuin-inctal  limit  thread  setting  plug  siiall  he 
the  same  as  the  maximum  major  diameter  of  the 
external  thread.  The  gage  tolerance  shall  be 
applied  plus. 

(6)  Pitch  diameter. — The  pitch  diameter  shall 
be  the  same  as  the  maximum  pitch  diameter  of  the 
external  thread,  except  when  modified  in  accord¬ 


ance  with  table  XII.14,  p.  17. 

(c)  Minor  diameter. — The  minor  diameter  shall 
be  cleared  below  the  minimum  minor  diameter  of 
the  “go”  thread  ring  or  snap  gage. 

(d)  Length. — The  length  shall  approximate  the 
length  of  the  “go”  thread  ring  or  snap  gage. 

3.  “GO”  Plain  Ring  or  Snap  G.age  for 
Major  Diameter. — The  diameter  of  the  “go” 
plain  ring  gage,  or  the  gaging  dimension  of  the 
“go”  plain  snap  gage,  shall  be  the  same  as  the 
maximum  major  diameter  of  the  external  thread. 
Tolerances  are  shown  in  table  XIII.9,  col.  4,  and 
shall  be  applied  minus. 

4.  “NOT  GO”  Thread  Ring  or  Thread  Snap 
Gage. — (o)  Major  diameter. — The  major  diameter 
of  the  “not  go”  thread  ring  or  thread  snap  gage 
shall  clear  a  diameter  greater  by  0.010  in.  than  the 
maximum  major  diameter  of  the  external  thread. 

(6)  Pitch  diameter. — The  pitch  diameter  shall 
fit  the  minimum-metal  limit  thread  setting  plug 
guge. 

(c)  Minor  diameter. — The  minor  diameter  shall 
be  the  basic  minor  diameter  of  the  internal  thread 
plus  0.15p,  with  the  tolerance  applied  plus. 


Table  XIIl.O. — Tolerances  for  plain  gages,  Stub  Acme 
threads 


Size 

Above 

range 

To  and  including 

Tolerances  for 
plain  plug  gages 

Tolerances  for 
plain  ring  and 
snap  gages 

1 

2 

3 

4 

ih. 

In. 

in. 

in. 

O.UX) 

0.825 

0.00010 

0.00020 

.825 

1.510 

.00012 

.00024 

1.510 

2.510 

.00016 

.00032 

2.510 

4. 510 

.00020 

.00040 

4.510 

5.UOO 

.00025 

.00050 

(d)  Length. — The  length  shall  approximate  three 
pitches  except  that,  for  multiple  threads,  the 
length  shall  provide  at  least  one  full  turn  of  thread. 

5.  Mini.mum-Metal  Thread  Setting  Plug 
FOR  “NOT  GO”  Thread  Ring  or  Snap  Gage. — 
(a)  Major  diameter. — The  major  diameter  of  the 
minimum-metal  limit  thread  setting  plug  shall  be 
the  same  as  the  maximum  major  diameter  of  the 
externnl  thread.  The  gage  tolerance  shall  be 
applied  plus. 

(6)  Pitch  diameter. — The  pitch  diameter  shall 
be  the  same  as  the  minimum  pitch  diameter  of  the 
external  thread,  with  the  tolerance  applied  plus. 

(c)  Minor  diameter. — The  minor  dinmeter  shall 
be  cleared  below  the  minimum  minor  diameter  of 
the  “not  go”  thread  gage. 

(d)  Length.— The  length  shall  be  at  least  equal 
to  the  length  of  the  “not  go”  thread  ring  or  snap 
gage. 

6.  “NOT  GO”  Plain  Snap  Gage  for  Major 
Diameter.— The  gaging  dimension  of  the  “not 
go”  plain  snap  gage  shall  be  the  same  as  the  mini¬ 
mum  major  dinmeter  of  the  external  thread. 
Tolenmei's  are  shown  in  table  XIII.9,  eol.  4,  and 
shall  be  applied  plus. 
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(c)  GAGES  FOR  INTERNAL  THREADS 

1.  “GK)”  Thread  Plug  Gage.— (a)  Major 
diameter.— major  diameter  of  the  “go”  thread 
plug  gage  shall  be  equal  to  the  minimum  major 
diameter  of  the  internal  thread  minus  0.005  in. 
for  pitches  finer  than  10  tpi,  and  minus  0.010  in. 
for  10  tpi  and  coarser.  The  tolerance  (table 
XIII.8,  col.  3)  shall  be  applied  plus. 

(6)  Pitch  diameter.— The  pitch  diameter  shall 
be  ec^ual  to  the  minimum  (basic)  pitch  diameter  of 
the  internal  thread,  with  the  tolerance  (table 
XIII.8,  col.  2)  applied  plus. 

(c)  Minor  diameter. — The  minor  diameter  shall 
clear  a  diameter  smaller  by  0.010  in.  than  the 
minimum  minor  diameter  of  the  internal  thread. 

(d)  Length.— The  length  shall  approximate  the 
length  of  engagement  (see  footnote  to  table  XII.  14, 
p.  17)  but  shall  not  exceed  twice  the  nominal 
major  diameter,  unless  otherwise  specified. 

2.  “NOT  GO”  Thread  Plug  Gage  for  Pitch 
Diameter  of  Internal  Thread. —(a)  Major 
diameter.— The  major  diameter  of  the  “not  go” 
thread  plug  gage  shall  be  equal  to  the  maximum 
(basic)  major  diameter  of  the  external  thread 
minus  0.15^  with  the  tolerance  (table  XIII.8, 
col.  3)  applied  minus. 

(6)  Pitch  diameter.— The  pitch  diameter  shall 
be  the  same  as  the  maximum  pitch  diameter  of 
the  internal  thread,  with  the  tolerance  (table 
XIII.8,  col.  2)  applied  minus. 

(c)  Minor  diameter.  —The  minor  diameter  shall 
clear  a  diameter  less  by  0.01  in.  than  the  minimum 
minor  diameter  of  the  internal  thread. 

(d)  Length.  -  The  length  shall  approximate  three 
pitches,  except  that  for  multiple  threads  the  length 
shall  provide  at  least  one  full  turn  of  thread. 

3.  “GO”  Plain  Plug  Gage  for  Minor  Diame¬ 
ter  OF  Internal  Thread.— The  diameter  of  the 
“go”  plain  plug  gage  shall  be  the  same  as  the 
minimum  minor  diameter  of  the  internal  thread. 
The  gage  tolerance  shall  be  applied  plus.  (See  table 
XIII.9,  col.  3.)  The  gage  length  shall  be  in 
accordance  with  the  latest  revision  of  Commercial 
Standard  CS8,  Gage  Blanks. 

4.  “NOT  GO”  Plain  Plug  Gage  for  Minor 
Diameter  of  Internal  Thread.  —The  diameter 
of  the  “not  go”  plain  plug  gage  shall  be  the  same 
as  the  maximum  minor  diameter  of  the  internal 
thread.  The  gage  tolerance  shall  be  applied  minus. 
(See  table  XlII.O,  col.  3.)  The  gage  length  shall 
be  in  accordance  with  the  latest  revision  of  CS8, 
Gage  Blanks. 

(d)  CONCENTRICITY 

When  a  special  check  of  the  concentricity  be¬ 
tween  the  major,  pitch,  and  minor  diameters  of 
an  external  or  internal  thread  is  required,  the 
method  of  checking  this  concentricity  must  be 
devised  for  each  individual  application. 

(e)  GAGE  DIMENSIONS 

It  is  recommended  that  wherever  possible  the 
general  dimensions  of  the  rages  be  in  accordance 
with  the  latest  revision  of  CS8,  Gage  Blanks. 


SECTION  XIV.  NATIONAL  BUTTRESS 
THREADS' 

1.  HISTORICAL 

Although  the  Buttress  thread  was  described  as 
early  as  March,  1888  in  the  Journal  of  The  Frank¬ 
lin  Institute,  it  was  so  little  used  that  its  national 
standardization  was  not  undertaken  until  after 
the  Combined  Conservation  Committee  in  early 
1942  reviewed  the  standardization  status  of  items 
needed  in  the  war  effort.  Formerly  each  applica¬ 
tion  of  the  Buttress  thread  was  treated  individu¬ 
ally  and  the  form  it  took  depended  on  the  experi¬ 
ence  of  the  designer  and  the  manufacturing 
equipment  available. 

At  the  American-British-Canadian  conference 
in  New  York,  called  by  the  Combined  Conserva¬ 
tion  Committee  in  November,  1943,  Buttress 
threads  were  discussed  and  it  was  agreed  that  a 
basic  profile  should  be  established  for  this  thread, 
that  the  Interdepartmental  Screw  Thread  Com¬ 
mittee  (ISTC)  of  the  War,  Navy,  and  Commerce 
Departments  should  collect  data  on  current  prac¬ 
tice  of  American  producers,  and  that  the  American 
Standards  Association  should  distribute  the  data 
for  comment  from  industries  using  Buttress 
threads.  As  the  Military  Departments  needed 
Buttress  and  other  special  times  of  threads,  the 
War  Production  Board  in  February,  1944,  ar¬ 
ranged  with  the  ASA  to  establish  a  General  War 
Committee  on  Screw  Threads. 

In  April  1944,  F.  E.  Richardson,  then  with  the 
Aeronautical  Board  and  a  member  of  the  ASA 
War  Committee  on  Screw  Threads,  collected 
information  on  Buttress  threads  and  presented  it 
at  a  joint  meeting  of  the  B1  Sectional  Committee 
on  the  Standardization  and  Unification  of  Screw 
Threads,  the  Interdepartmental  Screw  Thread 
Committee,  and  the  General  ASA  War  Committee 
on  Screw  Threads.  The  data  disclosed  that  the 
pressure  flank  angle,  measured  in  an  axial  plane, 
ranged  from  0  to  more  than  15°  from  the  normal  to 
the  axis,  and  the  clearance  flank  angle  ranged 
from  30  to  55°.  The  ISTC  decided  to  develop  a 

Sroposed  Buttress  thread  form  having  a  pressure 
ank  angle  of  7°,  which  closely  approaches  the 
static  angle  of  friction  for  well-lubricated  steel 
surfaces  in  contact,  and  a  clearance  flank  angle  of 
45°. 

At  the  American-British-Canadian  conference 
in  London,  August  and  September,  1944,  sponsored 
by  the  Combined  Production  and  Resources  Board, 
the  British  proposed  a  Buttress  thread  of  7.5° 
pressure  flank  angle  and  a  45°  clearance  flank 
angle.  The  United  States’  proposal  was  the 
ISTC’s  reconunendation  of  a  7°  by  45°  thread 

[irofile.  Tlie  British  agreed  to  pr^are  and  circu- 
ato  a  draft  specification  for  a  Buttress  thread 
having  a  7°  pressure  flank  angle,  a  45°  clearance 

•  This  section  is  in  substantial  afneement  with  American  Standards  Asso¬ 
ciation  pubiication  AS.\  BI.9.  Buttress  Screw  Threads,  which  is  published 
by  the  iSME,  »  W.  3Vth  Street.  New  York  18.  N.Y.  The  latest  revision 
should  be  consulted  when  referring  to  this  ASA  document. 
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flank  angle,  and  a  basic  depth  of  thread  engage¬ 
ment  cf  0.4p.  It  was  also  agreed  that  the  specifica¬ 
tion  should  include  recommended  relationship  of 
pitch  to  diameter  and  appropriate  tables  of  clear¬ 
ances  and  tolerances  for  such  relationships. 

The  1944  edition  of  Handbook  H28  published 
the  ISTC’s  recommendation  of  a  basic  Buttress 
thread  form  which  had  a  crest  flat  in  the  internal 
thread  (nut)  twice  that  of  the  external  thread 
(screw),  and  a  thread  engagement  depth  of  approx¬ 
imately  0.56p.  In  November,  1944,  the  ASA  War 
Subcommittee  on  Buttress  Threads  was  estab¬ 
lished  and  after  reviewing  the  British  draft  of 
April,  1945,  this  committee  felt  that  because 
of  the  distortion  tendency  of  thin  wall  tubing,  a 
greater  basic  depth  of  tlircad  engagement  than 
0.4p  was  desirable,  especially  since  the  minimum 
depth  of  thread  engagement  is  necessarily  lc.ss  than 
0.4p  by  one-half  the  sum  of  the  allowance  and  the 
tolerances  on  minor  diameter  of  internal  thread 
and  major  diameter  of  external  tlircad.  Tlicre- 
fore,  the  July,  1945  draft  of  the  War  Standard 
was  based  on  a  basic  depth  of  thread  engagement 
of  0.5p. 

Another  American-British-Canadian  conference 
sponsored  by  the  Combined  Production  and  Re¬ 
sources  Board  was  held  in  Ottawa,  Canada,  Sep¬ 
tember  and  October,  1945.  Here  the  British 
proposal  of  April,  1945,  with  an  alternate  design 
of  0°  pressure  flank  angle  and  a  clearance  fhiiik 
angle  of  52°,  was  reviewed  and  compared  with  the 
American  proposal  of  July,  1945.  Learning  that 
the  British  had  had  considerable  favorable  expe¬ 
rience  on  thin  wall  tubing  with  Buttress  threads 
liaving  0.4p  basic  depth  of  thread  engagement,  it 
was  decided  that  the  Americjin  standard  might 
adopt  this  basis.  Accord  was  also  reached  v.'> 
preferred  diameters  and  pitches,  thread  dimension 
tolerances  and  allowances,  and  on  having  each 
standard  include  in  its  appendix  an  alternate 
thread  of  0°  pressure  flank  angle.  Further,  each 
country  agreed  to  publish  the  standard  in  conform¬ 
ance  with  their  respective  formats. 

In  April,  1946,  buttress  threads  were  assigned  to 
Subcommittee  No.  3  of  the  Sectional  Committee 
on  the  Standardization  and  Unification  of  Screw 
Threads,  Bl,  and  the  committee  membership  was 
enlarged.  This  committee  prepared  and  circu¬ 
lated  in  1948  to  members  of  the  Bl  committee,  a 
draft  of  a  proposed  standard  based  on  the  British 
proposal  with  a  basic  thread  depth  of  OAp.  The 
comments  included  so  many  objections  to  the 
shallow  depth  of  thread  that  in  1949  the  committee 
decided  to  base  the  next  draft  on  a  thread  having 
0.6p  engagement  depth.  The  committee  also 
voted  not  to  include  in  the  appendix  of  the  Ameri¬ 
can  standard,  data  for  a  buttress  thread  having 
0°  pressure  flank  angle  as  it  was  evident  that  this 
was  only  one  of  several  modifications  that  might 
be  needed  for  special  implications. 

The  next  American-British-Canadian  conference 
was  called  at  the  request  of  the  Director  of  Defense 
Mobilization  and  held  in  New  York  in  June,  1952. 
The  British  Standard  1657;  1950  for  Buttress 


Tlireads  which  is  based  on  a  thread  enmigement 
depth  of  OAp  and  the  American  draft  of  Septem¬ 
ber,  1951,  based  on  thread  engagement  depth  of 
0.6p  were  reviewed.  It  was  concluded  that  the 
applications  for  buttress  threads  are  so  varied  that 
threads  with  either  engagement  depth  {OAp  or 
0.6p)  might  be  preferred  for  particular  design  re¬ 
quirements.  It  was  recommended  that  the  next 
printing  of  the  British  standard  and  the  forth¬ 
coming  American  standard  include  the  essential 
details  of  the  other  country’s  standards  in  appen¬ 
dixes.  ASA  Bl. 9-1 953,  Buttress  Screw  Threads, 
was  issued  in  conformance  with  this  recommenda¬ 
tion. 

2.  GENERAL 

The  Buttress  form  of  thread  has  certain  ad¬ 
vantages  in  applications  involving  exceptionally 
high  stresses  in  one  direction  only,  along  the 
thread  axis.  As  the  tlnust  side  of  the  thread  is 
made  very  nearly  perpendicular  to  the  thread 
axis,  the  radial  component  of  the  thrust  is  reduced 
to  a  minimum.  On  account  of  the  small  radial 
thrust,  this  form  of  tlu-cad  is  particularly  applic¬ 
able  where  tubular  members  are  screwed  together. 
Examples  of  actual  applications  are  the  breech 
mechanisms  of  large  guns  and  airplane  propeller 
hubs. 

As  the  use  of  buttress  threads  applies  mainly 
to  specially  designed  components,  it  has  been 
considered  that  no  useful  purpose  would  be  served 
by  introducing  a  recommended  diameter-pitch 
series. 

In  selecting  the  form  of  thread  recommended 
as  standard,  manufacture  by  the  thread  milling 
or  grinding  processes  has  been  taken  into  consider¬ 
ation.  Wherever  possible  it  is  recommended 
that  the  form  of  thread  and  tolerances  contained 
in  this  section  be  used. 

3.  SPECIFICATIONS 

1.  Scope. — This  section  relates  to  threads  of 
buttress  form  and  provides: 

(а)  a  standard  form  of  thread, 

(б)  tables  of  preferred  diameters  and  preferred 
pitches, 

(c)  a  formula  for  calculating  pitch  diameter 
tolerances, 

(d)  tolerances  for  major  and  minor  diameters, 

(e)  a  system  of  allowances  between  mating 
parts,  and 

(/)  recommended  methods  of  gaging. 

2.  Definitions. — The  pressure  flank  is  that 
which  takes  the  thrust  or  load  in  an  assembly. 
The  clearance  flank  is  that  which  does  not  take 
the  thrust  or  load  in  an  assembly. 

3.  Basic  Fobm  of  Thuead. — ^The  basic  form 
of  the  buttress  thread  is  shown  in  figure  XIV.l, 
and  has  the  following  characteristics: 

(а)  a  pressure  flank  angle,  measured  in  an 
axial  plane,  of  7°  from  the  normal  to  the  a.xis; 

(б)  a  clearance  flank  angle,  measured  iii  an 
a.\ial  plane,  of  45° ; 


28 


(c)  equal  truncations  at  the  crests  of  the  in¬ 
ternal  and  external  threads  such  that  the  basic 
depth  of  engagement  (assuming  no  allowance) 
is  equal  to  0.6p; 

(d)  equal  radii  at  the  roots  of  the  internal  and 
external  threads  tangential  to  the  pressure  flank 
and  the  clearance  flank. 

4.  Preferred  Diameter  Series. — It  is  recom¬ 
mended  that  the  nominal  major  diameters  of 
buttress  threads  be  selected  wherever  possible 
from  the  following  geometric  (20)  series; 

Inches 


2'A 

HA 

12 

VA 

2% 

6 

14 

Ys 

1% 

3 

7 

16 

‘K. 

VA 

3% 

8 

18 

y* 

1% 

4 

9 

20 

% 

2 

4M 

10 

22 

5 

11 

24 

5.  Preferred  Pitch  Series. — It  is  recommend¬ 
ed  that  the  pitches  of  buttress  threads  be  selected 
from  the  following  geometric  (10)  series: 

Tltrmdii  pa-  ine\ 

20  6  2 

16  5  1% 

12  4  l}i 

10  3  1 

8  2  a 

The  following  suggestions  are  made  regarding 
suitable  associations  of  diameters  and  pitches: 


Diameter  range 

Associated  pitches 

in. 

From  M  to  'M« . . 

Over  *H8  to  1... . 

fpi 

20.16.12 

16. 12. 10 

16.12,10, 8.6 

16. 12. 10.8. 6. 5.4 

16.12.10. 8. 6. 5.4 

12. 10.8. 6. 5.4.3 

10. 8. 6. 5.4.3.2H.2 

10.  8.  6.  5.  4.  3.  2)4,  2.  IH.  IH 

8.  6.  5,  4,  3,  2H,  2.  IH,  IH,  1 

Basic  dimensions  for  each  of  the  foregoing 
pitches  are  given  in  table  XIV.  1. 

6.  Tolerances.— Tolerances  on  external 
threads  shall  be  minus,  and  on  internal  threads 
shall  be  plus. 

(o)  Tolerances  on  pitch  diameter. — The  following 
formula  is  used  for  determining  pitch  diameter 
tolerances: 

Class  2  (medium)  pitch  diameter; 

PD  tolerance=0.002VD+0.00278VZ^+0.00854Vp 
where 

D= major  diameter  of  thread, 
i,=length  of  engagement, 
p= pitch  of  thread. 


It  is  to  be  borne  in  mind  that  this  formula  re¬ 
lates  specifically  to  class  2  (medium)  tolerances. 
Class  3  (close)  tolerances  are  %  of  class  2  (inedhim) 
tolerances,  and  class  1  (free)  tolerances  are  1}( 
times  class  2  (medium)  tolerances. 

If  the  length  of  engagement  is  taken  as  lOp, 
the  formula  can  be  further  simplified  to: 

PD  toleranee=0.002VD-i-0.0173Vp. 

Using  this  formula,  pitch  diameter  tolerances  for 
various  combinations  of  pitch  and  diameter  are 
given  in  tables  XIV.2,  XIV.3,  and  XIV.4. 

(6)  Tolerances  on  major  diameter  of  external 
titrtod  and  mhior  diaineter  of  inter7i,al  thread. — As 
each  of  these  diameters  may  be  used  as  a  datum 


INTERNAL  THREAD  (NUT) 


P  — 


EXTERNAL  THREAD  (SCREW) 

Fku'rb  XIV.  1. — Form  of  Buttress  thread  having  7°  pressure 
flank  and  1^6°  clearance  flank. 


A/ox  material  (&<uie) 

Nominal  major  diameter 
Height  of  sharp-V  thread 
Basle  height  of  thread 
Root  radius 
Root  truncation 
Allowance 

Depth  of  engagement 


Notation 


D 

//-0.89064P 

A«0.6p 

r-0.07Hlp 

»«0.08261p 

0 

A,-A-0/2 


/-0.14532P 


Min  material 


(see  footnote) 

Min  r-0.0357p 

Min  «»Max  t/2«0.0413p 

Min  At"*Max  tol. 

on  major  dlam  external 
threat!  (serew)-f  tol. 
on  minor  dlam  Internal 
thread  (nut).J 


/>*- 


16316P 

D+0.12M2P 


Max  />n«  Max  pitch  diam 
of  internal  thread  (nut) 
-t-0.80«)3p. 

Min  A'«*  Min  pitch  dium 
of  external  thread 
(screw) -o.«08U3p. 


Crest  truncation 
Crest  width 

Major  diameter  of  Internal 
thread  (nut) 

Minordlameterof external  1.32542p 

thread  (screw)  —0 

Height  of  thread  of  Inter*  An*0.G6271p 
nal  thread  (nut) 

Height  of  thread  of  exter*  A««0.66271p 
nal  thread  (screw) 

Note:  The  formulas  tor  "Min  material"  given  abovo  apply  when  an  ade¬ 
quate  arall  thickness  is  provkleil  beyond  the  roots  of  the  threads.  For  But¬ 
tress  threads  on  relatively  thUi-walled  tubing  the  root  truncation  ««0.0^1p 
may  be  taken  as  the  minimum  truncation  and  tiie  maximum  truncatiou  rcc- 
ommende<i  Is  0.0826ip-j'0/2.  This  will  give  max  />m*nmx  pitch  diam  of 
Internal  thread  (nut)-h0.72M2p  and  min  A'««ndn  {iltch  diam  of  external 
threa<l  (screw)— 0.?2M2p.  In  order  to  avoid  contact  between  tho  crest 
comers  of  "go"  threwl  gages  and  the  maximum  root  ra<llus,  the  crest  corners 
on  the  pressuro  dank  of  "go"  thread  gages  should  be  bevelled  a  radial 
distance  approximately  equal  to  0/2. 
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Table  XIV.  1. — Basic  dimensions  for  BrtUress  threads 


Threads  per  Inch 

Pitch, 

P 

Basic  height 
of  thread, 

A=0.6p 

Height  of 
sharp  V 
thread, 

H=.0.8g064p 

Crest 

truncation, 

/=0.l4532p 

Height  of 
thread, 

h,OTk.= 

0.66271P 

Root 

truncation, 

«=*=0.08261p 

Root  radius, 

r=0.07141p 

Width  of 
flat  at  crest, 

F=n.l6316p 

1 

2 

3 

4 

5 

6 

7 

8 

9 

in. 

in. 

in. 

in. 

in. 

in. 

in. 

in. 

20 . 

0.0600 

ao30o 

0. 0445 

0.0‘)73 

0.0331 

0.0036 

0.0082 

16 . 

.0625 

.0375 

.0557 

.0091 

.0414 

.0045 

.0102 

12 . 

.0833 

.0500 

.0742 

.0121 

.0552 

.0059 

.0136 

10 . 

.1000 

.0600 

.0891 

.0145 

.0663 

.0083 

.0071 

.0163 

8 . 

.1250 

.0750 

.1113 

.0182 

.0828 

.0108 

.0089 

.0204 

6 . . 

.1667 

.1000 

.1484 

.0242 

.  1105 

.0138 

.0119 

.0271 

5 . 

.2000 

.1200 

.  1781 

.0291 

.1328 

.0165 

.0143 

.0326 

4 . 

.2500 

.1800 

.2227 

.0363 

.1657 

.0207 

.0179 

.0408 

3 . 

.3333 

.2000 

.2969 

.0481 

.2209 

.0275 

.0238 

.0543 

2H . 

.4000 

.2400 

.3883 

.0881 

.2651 

.asso 

.0286 

.0653 

2 . 

.5000 

.3000 

.4453 

.0727 

.3314 

.0413 

.0387 

.0816 

IM . 

.6667 

.4000 

.6038 

.0969 

.4418 

.0551 

.0476 

.1088 

l« . — 

.8000 

.4800 

.7125 

.1163 

.0661 

.0572 

.1305 

1.0000 

.8906 

.1453 

.6627 

.0826 

.0714 

.1632 

•  Symbols  are  shown  on  flgure  XIV.I. 


Table  XIV.2. — Tolerances  on  Buttress  threads,  class  3  {close) 


Mivlor  diameter 

Preferred  diameters 

Threads  per  inch 

Toi  on 
major  dia 
of  ext 
thread 
and 
minor 
diaofint 
thread 

20 

16 

12 

10 

K 

6 

B 

B 

3 

24 

m 

iH 

I 

Toierance  on  pitch  diameter,  external  and  intemai  threads 

in. 

in. 

^U,  H,  . 

in. 

0.0037 

1 

in. 

a0044 

.0046 

.0048 

.0060 

.0083 

.0086 

in. 

in. 

in. 

in. 

in. 

in. 

in. 

in. 

in. 

in. 

in. 

in. 

0. 0030 
.0030 
.0040 
.0050 
.0050 

.0060 

.0060 

.0070 

.0080 

. 

tol . 

H,H,\ . 

1 

1  tom . 

m,  \\i,  Hi  m . 

m  to2H . . 

i94,2,  2M,  2H . 

1 

a  0074 
.0077 

.0080 

.0084 

.0089 

.0094 

to  4 . 

2H,  3,  ZH,  4 . 

4  to  6 . 

4W,  5,  5H,  6.. . 

6  to  10 . 

7,  8,  9, 10 . 

mm 

IQgl 

10  to  16 . 

16  to  24 . 

11,12,14,16 . 

18.20,22,24 . 

. 

. 

0.0126 

.0130 

6.0152 

Table  XIV.3. — Tolerances  on  Bui'ress  threads,  class  t  (medium) 


Major 

diameter 

Diam¬ 

eter 

incre¬ 

ment, 

0.002 

Vd 

Preferred 

diameters 

Threads  per  inch 

Tolon 
major  dia 
of  ext 
thread 
and 
minor 
dia  of int 
thread 

20 

16 

12 

10 

8 

B 

fl 

B 

3 

2 

m 

m 

1 

Toierance  on  pitch  diameter,  extemai  and  Internal  threads 

in. 

Wto’M,— 
•Mttol.... 
1  to  IH . 

in. 

0.00168 

.00189 

.00215 

.00252 

.00296 

.00342 

.00400 

.00470 

.00543 

In. 

H,H,1 . 

1H.1M.1H.1H.. 

14i.2.2U.2U.... 

in. 

0.0056 

in. 

a  0060 
.0062 
.0065 
.0068 
.0073 

in. 

in. 

in. 

in. 

in. 

in. 

in. 

in. 

in. 

in. 

in. 

■ 

1 

|BB|B 

nnm 

mto2H... 
2Hto4 . 

1 

1 

1 

1 

■nnn 

IBBBI 

4  to6 . 

4H,6,5V4,6 . 

a  0134 
.0140 
.0147 
.0154 

6  to  10 . 

10  to  16 . 

16  to  24 . 

7,8,9, 10 . 

11,12,14.16 . 

18,20.22,24 . 

igg 

0. 0162 
.0169 
.0177 

0.’6i88 

.0196 

Pitch  increment  0.0173  ..  .  - 

.00387 

.00999 

.01094 

.01223 

.01413 

.01.547 

.01730 
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Table  XIV.4. — Tolerances  on  Buttress  threads,  class  1  (free) 


Major  diameter 

Preferred  diameters 

Threads  per  Inch 

Tol  oil 
major  dia 
of  ext 
thread 
and 
minor 
dia  of  ini 
thread 

20 

16 

12 

10 

8 

6 

B 

D 

3 

2'A 

D 

m 

\H 

1 

Tolerance  on  pitch  diameter,  external  and  internal  threads 

fn. 

^  to  *Me . 

In. 

in. 

0.0083 

1 

in. 

in. 

in. 

in. 

in. 

in. 

in. 

in. 

in. 

in. 

in. 

in. 

0.0050 

.0050 

.0060 

.0060 

.0060 

.0080 

.0100 

.0110 

.0130 

. 

44,  . 

II 

. 

1  tom . - 

m  to  2^6  . 

lW,lW.l?im . 

1 

1 

14<,2,2M,2J2 . 

O.OIM 

.0160 

.0167 

.0176 

.0187 

.0197 

to  4 . 

214,3,3^,4 . 

4  to  • . 

4V4, 5,5H.6 . 

1 

6  to  10 . 

7,8, 9,10 . 

g 

10  to  10  . 

11,12, 14,16 . 

B 

0.0303 

.0314 

0.0341' 

10  to  34 . 

18,20,22,24 . 

.0173 

for  measurement  of  thread  angles  and  pitch  they 
should  be  held  to  close  limits;  see  tables  XIV.2, 
XIV.3,  and  XIV.4, 

(c)  Tolerances  on  minor  diameter  of  external 
thre^  and  major  diameter  of  internal  thread. — It 
will  be  sufficient  in  most  instances  to  state  only 
the  maximum  minor  diameter  of  the  external 
thread  and  the  minimum  major  diameter  of  the 
internal  thread  without  any  tolerance.  However, 
the  root  truncation  from  a  sharp  V  should  not  be 
greater  than  0.0826p  or  less  than  0.0413p. 

7.  Minimum  Clearances  for  Easy  Assem¬ 
bly. — An  allowance  (clearance)  should  be  pro¬ 
vided  on  all  buttress  external  threads  in  order  to 
secure  easy  assembly  of  parts.  The  amount  of 
the  allowance  shoulcf  be  deducted  from  the  nomi¬ 
nal  major,  pitch,  and  minor  diameters  of  the 
external  member  in  order  to  determine  the  maxi¬ 
mum  metal  condition. 

The  minimum  internal  thread  diameters  will  be 
basic. 

The  recommended  allowance  is  the  same  for  all 
three  classes  of  thread  and  is  equal  to  the  class  3 
(close)  pitch  diameter  tolerance  as  calculated 
under  par.  6(a),  p.  29.  The  allowances  for  various 
combinations  of  pitch  and  diameter  are  given  in 
table  XIV.6. 

The  disposition  of  allowances  and  tolerances  is 
indicated  in  figure  XIV.2. 


INTERNAL  THREAD  (NUT) 


EXTERNAL  THREAD  (SCREW) 

Fiourb  XIV.2. — Illustration  of  tolerances,  allowances,  and 
root  truncations.  Buttress  threads. 

^-Ipltch  diameter  allowance  on  external  thread 
2  2 

i-root  truncation 


Table  XIV. 5. — Allowances  on  external  Buttress  threads,  all  classes 


Major  diameter 

Preferred  diameters 

Threads  per  inch 

20 

16 

12 

10 

8 

6 

B 

B 

3 

IQI 

2 

iH 

iM 

1 

Allowance  on  major,  minor,  and  pitch  dii,meters 

in. 

in. 

in. 

in. 

in. 

in. 

in. 

in. 

in. 

in. 

If*. 

in. 

in. 

in. 

in. 

in. 

U  tn  iVia 

iTt’iVrB 

0.0040 

0.0044 

iUa  f.n  1 

. 

^.H.i 

.0042 

.0046 

nfjW* 

1U 

1V4|1U.1H,1W  . 

.0043 

0.0061 

1 U  tn  2U 

.0046 

lili 

.0064 

2H  to  4 

24iI*!3U]4' . 

.0049 

.nru3 

niMi 

.0067 

4to6  . 

4H,5,5H,6  . . 

Pin 

.0070 

Bin 

Pin 

0.0009 

7.  ^9^10 

.0074 

0. 0108 

10  to  16 . . 

li  Jiiu.m 

.0078 

miM 

.0113 

0.01^ 

l#to24 . 

. 

BjU 

Bill 

.0103 

B 

.0118 

.0130 

.0139 
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Example; 

2.080 — 4  class  2  Buttress  thread  (2.080  dia., 
4  tpi) 

A=Basic  thread  height=0. 1500  (table  XlV.l) 
A^=A,=Height  of  thread  in  internal  thread 
(nut)  and  external  thread  (screw)  = 
0.66271p=0.1657  (table  XIV.l) 

G'=Pitch  diameter  allowance=0.0074  (table 
XIV.5) 

Tolerance  on  pitch  diameter  of  both  external 
and  internal  thread=0.0112  (table  XIV.3) 
Tolerance  on  major  diameter  of  external  and 
minor  diameter  of  internal  thread  =0.005 
(table  XIV.3) 

Internal  Thread  (nut  or  tapped  hole) 

Basic  major  diameter=Z>=2.0800 
Min  pitch  diameter=Z)—A=  1.9300 
Max  pitch  diameter=Z)— A+PD  tol.= 
1.9412 

Min  minor  diameter=Z)—2A= 1.7800 
Max  minor  diameter=Z)— 2A+minor  di¬ 
ameter  tol.= 1.7850 

Min  mdor  diameter=Z)— 2A-f  2An=2.1114 
External  Thread  (screw) 

Max  major  diameter =£>—<7=2.0726 
Min  major  diameter=Z>— <7— major  diam¬ 
eter  tol. =2.0676 

Max  pitch  diameter=Z>— A— <7=1.9226 
Min  pitch  diameter=Z>— A— <7— PD  tol.= 
1.9114 

Max  minor  diameter=Z>— 6^— 2Aj=  1.7412 
8.  Identification  op  Leading  Flank. — In 
specifying  or  ordering  product,  threading  tools,  or 
gages  with  Buttress  tnreads,  it  is  important  to 
clearly  indicate  whether  the  pressure  flank  (7°) 
or  the  clearance  flank  (45®)  is  the  leading  flank. 
The  leading  flank  is  the  one  which,  when  the  thread 
is  about  to  be  assembled  with  a  mating  thread, 
faces  the  mating  thread.  If  a  Buttress  screw  is 
designed  to  push,  the  pressure  flank  will  be  the 
leading  flank  on  both  screw  and  nut,  and  if  de¬ 
signed  to  pull,  the  clearance  flank  will  be  the 
leading  flank. 


diameter  (basic  major  diameter  of  the  internal 
thread),  number  of  threads  per  inch,  the  symbol 
indicating  whether  screw  is  to  push  or  pull,  the 
abbreviation  N  BUTT,  and  finally  the  class 
number. 

If  the  thread  is  multiple  start,  both  the  lead 
and  pitch  should  be  shown  instead  of  the  number 
of  threads  per  inch. 

Examples: 


K-20  (<-  N  BUTT  -1 


Right-hand 
(since  desig¬ 
nation  LH 
is  not  specified) 


-Class  1  (free)  thread 


I - National  Buttress  form  of 

thread 


—Internal  member  or  screw  to  push 

I - Threads  per  inch 

* — Basic  major  diameter  in  inches 


8  <-(  N  BUTT— 2  LH 

I - Left-hand 

— -Class  2  (medium) 
thread 

- National  Buttress  form  of 

thread 

- Internal  member  or  screw  to  pull 

- Threads  per  inch 

- Basic  major  diameter  in  inches 


4.  THREAD  DESIGNATIONS 

The  following  abbreviations  and  symbols  are 
recommended  for  use  on  drawings,  tools,  gages, 
and  in  specifications: 

N  Butt= National  Buttress  form  of  thread 
specified  in  this  section ; 

(*-  indicates  that  internal  member 

(screw)  is  to  push ;  pressure  flank  of 
thread  the  leading  flank; 

«-(  indicates  that  internal  member 

(screw)  is  to  pull;  clearance  fla.ik  of 
thread  the  leading  flank; 

LH  indicates  a  left-hand  thread;  no 

symbol  is  used  to  indicate  a  right- 
hand  thread; 
p  =pitch; 

L  =lead. 

The  complete  symbol  for  indicating  a  particular 
size  of  buttress  thread  shall  consist  of  the  nominal 


10— 0.1p-0.2L  (^N  BUTT— 1 


L 


Right- 

hand 


' — Class  1 
(free) 
thread 

—  National  Buttress 
form  of  thread 

— Internal  member  or  screw 
to  push 

— 0.2-in.  load  (double  thread) 
- 'j.l-in.  pitch 

- Basic  major  diameter  in  inches 
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5.  GAGING 

1.  General. — Buttress  threads  are  employed 
for  thrust  purposes  and  it  is  essential  to  obtain  as 
lai^e  a  contact  area  as  practicable  between  the 
pressure  flanks  of  the  threads  of  mating  compo¬ 
nents.  Therefore  diflferences  in  the  angle  of  the 
pressure  flanks  and  of  lead  in  the  length  of  engage¬ 
ment  of  mating  components  should  be  kept  as 
small  as  possible.  The  clearance  flank  at  45° 
will  normally  clear,  and  differences  in  the  angles 
of  the  clearance  flanks  of  the  product  is  of  les.ser 
importance.  However,  measuring  the  pitch  di¬ 
ameter  of  Buttress  thread  gages  presents  some 
diffieulty  because  of  the  wide  (lifference  between 
the  angle  of  the  pressure  flank  and  the  angle  of  the 
elearance  flank.  The  clearance  flank  at  45°  has 
a  greater  effect  on  the  pitch  diameter  measure¬ 
ments  than  the  7°  pressure  flank,  therefore  the 
clearanee  flank  angle  on  thread  gages  must  be 
held  to  a  tolerance  at  least  as  close  as  the  tolerance 
on  the  pressure  flanks  and  best  size  wires  should  be 
used.  Products  that  are  a  snug  fit  in  or  on  “go” 
thread  gages  described  below  will  interchange. 
If  there  is  any  differenee  in  the  thread  angles  or 
lead  of  the  product  and  the  mated  “go”  gages  used, 
the  diametrical  clearance  space  between  the  as¬ 
sembled  product  threads  will  be  greater  than  the 
minimum  clearance  (allowance)  specified  in  table 
XIV.5.  If  excessive  clearance  (looseness)  is  ob¬ 
jectionable,  then  the  angle  of  the  clearance  flank 
as  well  as  the  pressure  flank  must  be  held  to  close 
limits. 

If  the  quantities  required  are  small  and  best  size 
wires  are  used  to  detennine  the  pitch  diameter  of 
taps  and  screws  in  lieu  of  thread  gages,  then  the 
angle  of  the  clearance  flank  as  well  as  the  pressure 
flank  must  be  held  within  close  limits  to  scH-ure 
interchangeable  product. 

2.  Recommended  Gaging  Practice.  •  («)  For 
external  threads: 

(1)  “go”  and  “not  go”  snap  or  plain  ring  gages 
for  major  diameter; 

(2)  “go”  thread  ring  ^age  having  pitch  tliam- 
eter  equal  to  maximum  pitch  diameter  of  cxlemnl 
thread,  major  diameter  greater  than  maximum 
major  diameter  of  external  thread,  and  minor 
diameter  equal  to  minimum  minor  diameter  of 
internal  thread; 

(3)  “not  go”  thread  ring  or  thread  snap  gage 
having  pitch  diameter  equal  to  minimum  pitch 
diameter  of  external  thread,  major  diameter 
greater  than  maximum  major  diameter  of  external 
thread,  and  minor  diameter  0.35p  less  than  mini¬ 
mum  pitch  diameter  of  external  thread; 

(4)  measurement  of  pitch  by  an  accept e<l 
method,  reading  at  intervals  and  over  the  whole 
length  of  engagement; 

(5)  measurement  of  the  angles  of  both  flanks 
either  by  direct  optical  projection,  or  by  means 
of  suitable  templates. 

(6)  For  internal  threads: 

(1)  “go”  thread  plug  gage  having  pitch  diam¬ 
eter  equal  to  minimum  pitch  diameter  of  intenial 


thread,  major  diameter  equal  to  maximum  major 
diameter  of  external  thread,  and  minor  diameter 
less  than  minimum  minor  diameter  of  internal 
thread; 

(2)  “not  go”  thread  plug  gage  having  pitch 
diameter  equal  to  maximum  pitch  diameter  of 
internal  thread,  major  diameter  0.35p  greater 
than  maximum  pitch  diameter  of  internal  thread, 
and  minor  diameter  less  than  minimum  minor 
diameter  of  internal  thread; 

(3)  measurement  of  pitch  as  for  external 
threads; 

(4)  measurement  of  the  angles  of  both  flanks 
by  optical  projection  from  casts  of  the  thread; 

(5)  “go”  a’  (l  “not  go”  plain  plug  gages  for 
minor  diameter. 

(c)  li'idth  of  root  relief: 

A  width  of  relief  at  root  of  p/G  is  recommended 
for  “go”  plugs  and  rings  and  p/i  for  “not  go” 
plugs  and  rings.  This  relief  should  be  located 
so  that  the  shoulders  formed  at  intersection  of 
relief  and  thread  flanks  will  be  approximately 
equidistant  from  the  pitch  line. 

3.  Pitch  Diameter  Equivalents  for  Pitch 
AND  Angle  Deviations. — (a)  Pitch  aedations. — 
A  deviation  in  the  pitch  of  a  Buttress  thread 
virtually  increases  the  pitch  diameter  of  an  external 
thread  and  decreases  the  pitch  diameter  of  an 
internal  thread. 

If  ip  represents  the  maximum  deviation  in  the 
axial  displacement  (pitch  deviation)  between  any 
two  points  on  a  Buttress  thread  within  the  lengtli 
of  engagement,  the  corresponding  virtual  increase 
in  the  pitch  diameter  of  the  external  thread  (or 
decrea.se  for  the  internal  thread)  is  given  by  the 
expression; 

Virtual  change  in  pitch  diameter  equals 


25p 


tun  45°+ tun  7° 


=  1.7S1  ip 


(6)  Flank  amjle  deviations. — A  deviation  in  one 
or  l)Oth  of  tlie  flank  angles  virtually  increases  the 
pitch  diameter  of  an  external  thread  and  decreases 
the  pitch  diameter  of  an  internal  thread. 

If  5ai  and  ia^  (in  degrees)  represent  the  deviations 
present  in  the  two  flanks  (45°  and  7°,  respectively) 
of  a  Buttress  thread,  the  corresponding  virtual 
change  in  pitch  diameter  is  given  by  the  following 
formula: 


- 

Aii’.=O.Gp 


±  tan  (7°±5a,)+  tan  7 
tan  (7°  ±50,.)+  tun  45° 


o 


+  tun  (4.5°  +ia,)  +  tan45°1 
^  tan  (45°  ±5a,)  +  tun  7°  J 


The  values  of  AEb  obtained  by  the  above  formula, 
<lo  not  differ  greatly  for  plus  and  minus  values 
for  Sofi  and  iai,  when  5ai  and  5a2  are  one  degree 
or  less,  and  the  following  formula,  in  which  the 
signs  arc  disregardt'd,  gives  values  closely  approx- 


33 


imating  the  values  obtained  by  the  above  formula: 

£^a=P  [0.009  «a2+0.019  «a,] 

where  Sai  and  iaj  are  in  degrees  or  fractions  of  a 
degree. 

6.  BRITISH  STANDARD  BUTTRESS  THREAD 

The  Buttress  thread  covered  in  British  Standard 
1657:1950  Buttress  Threads,  published  hy  the 
British  Standards  Institution,  has  a  basic  depth 
of  thread  of  OAp,  instead  of  the  0.6p  depth,  which 
is  the  basis  of  the  thread  covered  by  this  section. 
However,  the  two  standards  are  in  agreement  as 
to  the  preferred  pitch  series  and  the  preferred 
diameter  series,  except  that  this  section  includes 
diameters  from  K  to  %  in.  not  included  in  the 
British  Standard.  Both  standards  use  the  same 
formulas  for  the  pitch  diameter  tolerances  and 
allowances  for  the  three  classes  common  to  both 
standards.  In  the  British  Standard,  the  tolerance 
on  major  and  minor  diameters  is  the  same  as  the 
pitch  diameter  tolerance  (for  the  same  class),  but 
provision  is  made  for  smaller  tolerances  where  the 
crest  surfaces  of  screw  or  nut  are  used  as  datum 
surfaces,  or  the  resulting  reduction  in  depth  of 
engagement  has  to  be  limited. 

The  American  Committee  does  not  consider  it 
advisable  to  encourage  for  regular  use  certain 
combinations  of  the  la^er  diameters  with  fine 
pitches  covered  in  the  British  Standard.  How¬ 
ever,  pitch  diameter  tolerances  for  such  combina¬ 
tions  when  required  can  be  determined  by  use  of 
the  diameter  and  pitch  increments  riven  in  table 
XIV.3.  With  these  exceptions,  the  tables  for 
pitch  diameter  tolerances  and  allowances  for  sizes 
over  one  in.  are  in  agreement  with  tables  XIV.2, 
XIV.3,  XIV.4,  and  XIV.5  in  this  section.  The 
form  of  thread  recommended  in  the  British 
Standard  is  shown  in  figure  Xiy.3  and  the 
numerical  data  for  the  British  form  in  table  XIV.6. 


Figure  XIV.3. — British  Standard  form  of  Buttress  thread. 
(Heavy  line  Indicates  twsic  form.) 

Notation 

Hei^t  of  sharp  V  thread. ..//-0.8WA4p  Height  of 

Ba^  height  of  thread . k-0,Sp  (Mendum . ln-0.XS9Sp 

Height  of  estcmal  thread  Root  radius . . r-o.l30SSp 

(screv) . k,-0.S0586p  Root  truncatioo. _ f-0.13MAp 

Height  of  addendum . ika-k/2-0.2p  Crest  width.  _ r-0.27544p 

Crest  truncation _ /~0.3tSS2P 


Table  XIV.6. — Numerical  data  for  British  Standard  form 
Buttress  thread 


(Basic  depth  of  thrcad-0.4p.  See  fig.  XIV.3) 
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Threads 
per  Inch 

Pitch, 

P 
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// 

/ 

A. 

'2hd 

H 

r 

F 

1 

2 

:{ 

4 

.5 

6 

7 

H 

9 

10 

tn. 

tn. 

in. 

in. 

in. 

in. 

in. 

in. 

111. 

20  ..  . 

0.0500 

0.0200 

0. 0445 

0. 0123 

0.0253 

0.0306 

0.0070 

0.0060 

0.0138 

16  .  .. 

.0625 

.0250 

.0557 

.0153 

.0316 

.0382 

.0087 

.0075 

.0172 

12 . 

.0833 

.0333 

.0742 

.0204 

.0421 

.0510 

.0116 

.0100 

.0230 

10 . 

.  1000 

.0400 

.0801 

.0245 

.0506 

.0612 

.0140 

.0121 

.0275 

8  . 

.1250 

.0500 

.1113 

.0307 

.0632 

.0765 

.0174 

.0151 

.0344 

6 _ 

.1667 

.0667 

.1484 

.0409 

.0843 

.1020 

.0233 

.0201 

.0459 

6  . 

.2000 

.0800 

.1781 

.0491 

.1012 

.1223 

.0279 

.0241 

.  0.551 

4  . 

.2500 

.1000 

.2227 

.0613 

.1265 

.1529 

.0349 

.0301 

.0689 

3  _ 

.3333 

.1333 

.2969 

.0818 

.1686 

.2039 

.0465 

.0402 

.0918 

2H . 

.4000 

.1600 

.3563 

.0981 

.2023 

.2447 

.0558 

.0482 

.1102 

2 _ 

.5000 

.2000 

.4453 

.1227 

.2529 

.30.59 

.0697 

.0603 

.1377 

. 

.6667 

.2667 

.5938 

.1635 

.3372 

.4078 

.0930 

.mn 

.  1836 

m . 

.8000 

.3200 

.7125 

.1963 

.4047 

.4894 

.1116 

.0964 

.2204 

1 . 

1.0000 

.4000 

.8906 

.2453 

.  5059 

.6117 

.1395 

.  12(K) 

.2754 

SECTION  XV.  AMERICAN  STANDARD 

ROLLED  THREADS  FOR  SCREW  SHELLS 

OF  ELECTRIC  LAMP  HOLDERS  AND 

SCREW  SHELLS  OF  UNASSEMBLED 

LAMP  BASES" 

The  specifications  given  herein  for  American 
Standard  rolled  threaife  for  screw  shells  of  electric 
lamp  holders  and  for  screw  shells  of  unassembled 
lamp  bases,  with  the  exception  of  the  more  recently 
adopted  intermediate  size,  were  originally  pub¬ 
lished  in  1915  in  Bulletin  No.  1474  of  The  Ameri¬ 
can  Society  of  Mechanical  Engineers  entitled 
“RoUed  Threads  for  Screw  Shells  of  Electric 
Sockets  and  I^amp  Bases,”  which  was  a  report  of 
the  ASME  Committee  on  Standardization  of 
Special  Threads  for  Fixtures  and  Fittings. 

I.  FORM  OF  THREAD 

The  thread  form  is  composed  of  two  circular 
s^menls  tangent  to  each  other  and  of  equal 
radii,  as  shown  in  figure  XV.  1. 

?  THREAD  SERIFS 

The  sizes  for  which  standard  dimensions  and 
tolerances  have  been  adopted  are  designated  as 
follows:  “miniature,  candelabra,  intermediate, 
medium,  and  mogul.” 

TLe  UotiMi  designations  per  incl^  mdu 

of  thread  form,  and  diameter  limits  of  size  for 
these  sizes  of  lamp  base  screw  shells,  which  are 
used  oil  lamp  bases,  fuse  plugs,  attachment  plup, 
and  similar  devices,  are  riven  in  table  XV.  1. 

The  corresponding  (lesignations,  dimensions, 
and  limits  of  size  for  lamp  holder  screw  shells, 
which  are  used  in  electric  sockets,  receptacles, 
and  similar  devices,  are  given  in  table  XV.2. 


*  This  standard,  in  substantially  tlii'  samo  form,  has  been  adopted  by  the 
American  Standards  Association.  It  is  published  as  ASA  C8I.I,  "Rolled 
Threads  for  Screw  Shells  of  Electric  Lamp  Holders  and  for  Screw  Shells  of 
I’nassembled  Lamp  Bases,”  hy  the  ASME,  2#  West  39th  St.,  New  York 
18,  N.Y.  The  latest  revision  should  be  consulted  when  referring  to  this 
ASA  document. 
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3.  GAGES 

Gages  are  necessary  to  control  dimensions  in 
manufacture  and  to  insure  interchangeability 
and  proper  assembly. 

(а)  Gaging  of  Lamp  Base  Screw  Shells. — 
(1)  Working  gages. — ^For  each  size  of  lamp  base 
screw  shell  there  should  be  provided  for  control 
in  manufacture,  “go”  and  “not  threaded 
rii^  gages  to  govern  the  minor  diameter  and 
thread  form,  and  “go”  and  “not  go”  plain  ring 
gages  to  govern  major  diameter. 

(2)  Inspection  gages. — ^For  purposes  of  inspec¬ 
tion  in  the  final  acceptance  of  the  product,  a  “go” 
thread  ring  gage  governing  minor  diameter  and 
thread  form  and  a  “not  go”  plain  ring  gage  govern¬ 
ing  mmor  diameter  are  sufficient. 

(б)  Gaging  of  Lamp  Holder  Screw  Shells. — 
(1)  Working  gages. — ^For  each  size  of  lamp  holder 
screw  shell  there  should  be  provided,  for  control 
in  manufacture,  “go”  and  “not  go”  thread  plug 
gages  to  govern  the  major  diameter  and  thread 
form,  and  “go”  and  “not  go”  plain  plug  g&gea  to 
govern  minor  diameter. 

(2)  Inspection  gages. — For  the  final  acceptance 
of  the  product,  a  “go”  thread  plug  gage  govern¬ 
ing  the  major  diameter  and  thre^  form,  and  a 
“not  go”  plain  plug  gage  goveniit^  minor  diameter 
are  sifficient. 

(c)  Tolerances  on  Gages. — Manufacturing 
tolerances  on  inspection  or  working  gages  shall 
be  as  follows : 

LAMP  BASK  SCREW  SHELL 

“Go”  thread  ring  gage,  maximum  thread  size 
to  minus  0.0003  in. 

“Not  go”  thread  ring  gage,  minimum  thread 


INTERNAL  THREAD 
LAMP  HOLDER  SCREW  SHELL 


I  2  5  5 

b  IS  it  ^ 

§3  I  § 


EXTERNAL  THREAD 
BASE  SCREW  SHELL 

Fioube  XV.  1. — Illuttration  of  thread  form,  allowance,  and 
tolerances,  American  Standard  rolled  threads  for  screw 
shells  of  eleetric  lamp  holders  and  lamp  bases. 

size  to  plus  0.0003  in. 

“Go”  plain  ring  gage,  maximum  major  diameter 
to  minus  0.0002  in. 

“Not  go”  plain  ring  gage,  minimum  major  diam¬ 
eter  to  plus  0.0002  in. 

LAMP  HOLDER  SCREW  SHELL 

“Go”  thread  plug  gage,  minimum  thread  size 
to  plus  0.0003  in. 


Table  XV.l. — American  Standard  rolled  threads  for  lamp  base  screw  shells  before  assembly 


ThrMd  dtstcnatlon 

Thread! 

Pitch 

Height  of 

Radius 

Malor  diameter 

Minor  diameter 

per  Inch 

thread 

Mailmum 

Minimum 

Maximum 

Minimum 

1 

B 

S 

4 

5 

6 

7 

8 

9 

B 

M. 

a  07148 

in. 

ao2o 

In. 

0.0210 

in. 
a  375 

<n. 

0.370 

in. 

0.335 

in. 

0.330 

.10000 

.025 

.0312 

.465 

.400 

.415 

.410 

.11111 

.027 

.0353 

.651 

.645 

.597 

.591 

.14280 

.033 

.0470 

1.031 

.971 

.065 

Mogul  lamp  fiaae  thd . 

.25000 

.050 

.0006 

1.555 

1.545 

1.4M 

1.44S 

Table  XV.2. — American  Standard  rolled  threads  for  lamp  holder  screw  shells 


Thread  des^atton 

Threads 
per  inch 

Pitch 

Height  of 
thread 

Radius 

Major  diameter 

Minor  diameter 

Minimum 

Maximum 

Minimum 

Maximum 

1 

2 

S 

4 

5 

« 

7 

8 

9 

|B| 

In. 

in. 

M. 

in. 

in. 

in. 

in. 

Miniature  lamp  holder  thd . 

a  0710 

aoao 

0.0210 

0.8779 

0.3839 

0.3379 

0.3439 

Candelabra  lamp  bolder  thd . . 

.10000 

.025 

.0312 

.470 

.476 

.420 

.426 

Intermediate  lamp  bolder  thd . 

.11111 

.077 

.0393 

.657 

.664 

.603 

.610 

Medium  lamp  bolder  thd . 

.14286 

.033 

.0470 

1.045 

1.093 

.979 

.987 

Mogul  lamp  bolder  thd . . 

B 

.2M00 

.050 

.OHM 

L9S9 

1.577 

1.465 

1.477 
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"Not  go”  thread  plug  gage,  maximum  thread 
size  to  minus  0.0003  hi. 

"Go”  plain  plug  gage,  minimum  minor  diameter 
to  plus  0.0002  in. 

"Not  go”  plain  plug  gage,  maximum  minor 
diameter  to  minus  0.0002  in. 

CHECK  GAGES  FOR  LAMP  BASE  SCREW  SHELL  GAGES 

Thread  check  plug  for  "go”  thread  ring  gage, 
maximum  thread  size  to  minus  0.0003  in. 

Thread  check  plug  for  "not  go”  thread  ring 
gage,  minimum  thread  size  to  plus  0.0003  in. 

SECTION  XVI.  MICROSCOPE  OBJECTIVE 

AND  NOSEPIECE  THREADS,  0.800— 

36AMO ' 

1.  GENERAL  AND  HISTORICAL 

The  standardization  of  the  microscope  objecti\e 
and  nosepiece  threads  is  one  of  the  projects  toward 
unification  of  screw  thread  standards  among  inch¬ 
using  countries.  In  Great  Britain,  the  Royal 
Microscopical  Society  had  established  standards 
for  microscope  objective  threads  in  1858,  based  on 
the  Whitworth  screw  thread  system,  which  were 
subsequently  used  throughout  the  world.  The 
history  of  tnis  standard  is  in  the  Transactions  of 
the  Society:  1858,  p.  39;  1859,  p.  92;  1896,  pp. 
389,  487;  1911,  p.  175;  1915,  p.  230;  1924,  p.  266; 
and  1936,  p.  377. 

In  practice,  American  manufacturers  of  this 
threacT  have  always  employed  modifications  of  the 
Whitworth  form  because  of  their  preference  for 
flat  crests,  such  modified  threads  being  completely 
interchangeable  with  the  RMS  threads.  At  the 
Conference  on  Unification  of  Engineering  Stand¬ 
ards  held  in  Ottawa  in  1945,  the  American 
Delegation  presented  ASA  Paper  Bl/57  and  A.O. 
Drawii^  ED-95  giving  limits  of  size  for  a  trun¬ 
cated  Whitworth  thread.  Since  a  thread  form 
V  ith  rounded  crest  is  preferred  in  Great  Britain 
lor  optical  instruments,  it  was  recommended  that 
the  title  of  this  document  be  amended  to  read, 
"Proposed  Permitted  Truncation  and  Tolerances 
for  RMS  Thread.” 

On  the  basis  of  this  proposal  a  draft  of  a  pro¬ 
posed  American  Standard,  dated  April,  1948,  was 
circulated  to  the  Bl  Sectional  Committee  member¬ 
ship  for  comment.  In  conformity  with  comments 
received,  a  revised  draft,  dated  October,  1954, 
was  approved  by  Subcommittee  No.  4  on  Instru¬ 
ment  Screw  Threads  and  subsequently  submitted 
to  the  Sectional  Committee  for  approval.  Final 
approval  as  an  American  Standard  was  given  on 
January  7,  1958,  by  ASA. 

This  section  covers  the  thread  used  for  mounting 
the  microscope  objective  to  the  nosepiece.  A 
typical  arrangement  is  shown  in  figure  XVI.l. 

>  This  section  is  in  substantiai  agreement  with  American  Standards  Associ¬ 
ation  pubiication  ASA  Bl.ll,  "Microscope  Obi»tive  Threads,”  wiiicb  is 
pubiished  by  the  ASME,  29  W.  39th  St.,  .New  York  18,  N.Y.  The  latest 
revision  should  be  consulted  when  referring  to  this  ASA  document. 
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OBJECTIVE 


Fioure  XVI.l. — Tyjncal  arrangement  of  microscope  objec¬ 
tive  and  nosepiece. 


This  thread  is  recommended  also  for  other  optical 
assemblies  of  microscopes  and  associated  appara¬ 
tus,  such  as  photomicrographic  equipment.  The 
thread  is  based  on,  and  intended  to  be  interchange¬ 
able  with,  the  thread  introduced  and  adopted 
many  years  ago  by  the  Royal  Microscopical 
Society  of  Great  Britain  and  generally  known  as 
the  “RMS  thread.”  This  thread  has  become 
almost  universally  accepted  as  the  basic  standard 
for  microscope  objective  and  nosepiece  threads. 
Formal  recognition,  however,  has  been  extremely 
limited. 

Experience  has  established  that  the  principal 
attributes  of  a  good  fit  for  microscope  objective 
and  nosepiece  threads  are : 

(o)  Adequate  clearance  to  afford  protection 
{^inst  binding  due  to  the  presence  of  foreign 
particles  or  smml  thread  crest  damage. 

(b)  Sufficient  depth  of  thread  engagement  to 
assure  security  in  the  short  lengths  of  engagement 
commonly  encountered. 

(c)  Allowances  for  limited  eccentricities  so  that 
centralization  and  squareness  of  the  objective  are 
not  influenced  by  such  deviations  in  manufacture. 

The  need  for  the  above  characteristics  stems 
principally  from  the  inherent  longevity  of  optical 
equipment  and  the  repeated  uses  to  which  objectives 
and  nosepiece  threads  are  subjected. 

2.  SPECIFICATIONS 

1.  Form  of  Thread. — This  section  covers  only 
one  nominal  size  of  thread  which  has  a  basic  major 
diameter  of  0.800  in.  and  36  tpi.  Because  of  its 
British  origin,  the  basic  thread  possesses  the 
British  Standard  Whitworth  form,  having  an 
included  angle  of  55°  and  rounded  crests  and  roots. 
The  thread  is  of  the  single-start  type.  Symbols, 
formulas,  and  basic  and  design  dimensions  for  the 
threads  are  given  in  table  XVI.  1 . 

2.  Allowances. — Positive  allowances  (mini¬ 
mum  clearances)  are  provided  on  the  pitch,  major, 


Table  XVI. 1. — Symboh,  formulas,  and  baste  and  design 
dimensions,  0.800 — 36 AMO 


Symbolj 


Formulu 


Dimension 


Basic  thread  form 


27W 

Included  anele  of  thread . 

2a 

MW 

Number  of  threads  per  inch _ 

n 

36 

Pitch . 

P 

i/« 

0.027778  in. 

Height  of  fundamental  triangle. 

// 

O.OOMOIp 

.026680  in. 

Height  of  basic  thread . 

At 

.640327P 

.0178  in. 

Radius  at  crest  and  root  of 

r 

.137329P 

.0038  in. 

British  Standard  Whitworth 

basic  thread  (not  used). 

Design  thread  form 


Height  of  truncated  Whitworth 
thread. 

k 

At-D-0.S6UI0p 

0.0157  in. 

Width  of  flat  at  crest . 

F. 

0.243624P 

.0068  in. 

Width  of  flat  at  root . 

F, 

.166667P 
.07391 7p 

.0046  in. 

Basic  truncation  of  crest  from 
basic  Whitworth  form. 

V 

.00205  in. 

Basic  and  design  sizes 


Major  diameter,  nominal  and 

D 

1 

0.800  in. 

basic. 

Major  diameter  of  internal 

D. 

D 

.800  in. 

(nosepiece)  thread. 

MA)or  diameter  of  external 

Ds 

D-2U-0 

.7941  in. 

(objective)  thread.* 

Pitch  diameter,  basic . 

E 

D-hi 

.7822  in. 

Pitch  diameter  of  Internal 

En 

D-ht 

.7822  in. 

(nosepiece)  thread. 

Pitch  diameter  of  external 

E, 

D-hb-0 

.7804  In. 

(objective)  thread.^ 

Minor  diameter,  basic . 

K 

D-lhi 

.7644  in. 

Minor  diameter  of  Internal 

Kn 

D-IK 

.7685  in. 

(nosepiece)  thread. 

Minor  diameter  of  external 

K, 

D-lht-O 

.7626  in. 

(objective)  thread.* 

Allowance  at  pitch  diameter  •'>>. 

0 

. 

.0018  in. 

>  An  allowanoe  equal  to  that  on  the  pitch  diameter  is  also  provided  on  the 
major  and  minor  diameters  of  the  eitemal  (objective)  thread  for  additloniil 
clearance  and  centralizing. 

a  Allowance  (minimum  clearance)  on  pitch  diameter  b  the  same  as  on 
Britbh  RMS  thread. 


and  minor  diameters  of  the  external  (objective) 
thread.  The  allowance  on  the  pitch  diameter  is 
0.0018  in.,  the  value  established  by  the  British 
Royal  Microscopical  Society  in  1924  and  now 
wiciely  regarded  as  a  basic  requirement.  The 
same  allowance  is  also  applied  on  both  the  major 
and  minor  diameters. 

Where  interchangeability  with  product  having 
full-form  Whitworth  threads  is  not  required  the 
allowances  on  the  major  and  minor  diameters 
of  the  external  (objective)  thread  are  not  necessary, 


since  the  forms  at  the  root  and  crest  of  the 
truncated  internal  (nosepiece)  thread  provide 
the  desired  clearances.  In  such  cases,  either  both 
limits  or  only  the  maximum  limit  of  the  major 
and  minor  diameters  may  be  increased  by  the 
amount  of  the  allowance.  Benefits  are  derived 
principally  from  changes  in  the  major  diameter 
where  increasing  both  limits  improves  the  depth 
of  thread  engagement,  and  increasing  only  the 
maximum  limit  grants  a  larger  manufacturing 
tolerance. 

However,  unless  such  deviations  are  specifically 
covered  in  purchase  negotiations,  it  is  to  be 
assumed  that  the  threads  will  be  supplied  in 
accordance  with  the  tables  in  this  section. 

3.  Tolerances. — In  accordance  with  standard 
practice,  tolerances  on  the  internal  (nosepieee) 
thread  shall  be  applied  plus  from  the  basic 
(design)  size  and  tolerances  on  the  external 
(objective)  thread  shall  be  applied  minus  from  its 
design  (maximum  material)  size. 

The  pitch  diameter  tolerances  for  the  external 
and  internal  thread  are  the  same  and  include 
both  lead  and  angle  deviations.  They  are  derived 
from  the  RMS  standard  of  1924  and  are  the  same 
as  for  the  current  British  RMS  thread. 

The  tolerance  on  the  major  diameter  of  the 
external  thread  and  the  tolerance  on  the  minor 
diameter  of  the  internal  thread  are  the  minimum 
values  which  experience  has  demonstrated  to 
be  practicable.  Adequate  depth  of  thread 
engagement  is  thereby  assured. 

All  tolerances  are  given  in  table  XVI. 2. 

4.  Lengths  of  Engagement. — The  tolerances 
specified  herein  are  applicable  to  lengths  of  engage¬ 
ment  ranging  from  %  to  %  in.  (approximately 
15  to  50  percent  of  the  basic  diameter).  Lengths 
of  engagement  exceeding  these  limits  are  seldom 
employ^  and,  consequently,  are  not  provided  for 
in  this  section. 

For  microscope  objective  and  nosepieee  assem¬ 
blies,  the  length  of  engagement  most  generally 
employed  is  in. 

5.  Pilot  on  Objective  Thread. — A  pilot 
(plain  portion)  shall  be  provided  at  the  leading 
end  of  the  objective  thread  for  ease  of  assembly 
with  the  nosepiece  thread.  The  diameter  of  the 
pilot  shall  not  exceed  0.7626  in.  (See  fig.  XVI.  1.) 


Table  XVI. 2. — Limits  of  size  and  tolerances,  0.  SOO — 36 A  MO 


Diameter 

External  (objective)  thread 

Internal  (nosepiece)  thread 

Maximum 

Minimum 

Toierancu 

Minimum 

Maximum 

Tolerance 

1 

2 

3 

5 

6 

7 

8 

9 

10 

11 

in. 

mm 

mm 

in. 

in. 

mm 

in. 

mrn 

in. 

0.7941 

20.170 

20.094 

0.8000 

20.320 

0.8092 

b  20. 554 

Pitch . 

.7804 

19.822 

.7774 

19. 746 

.7822 

19.868 

.7852 

19. 944 

Minor . 

.7620 

19. 370 

».  7552 

•  19. 182 

1  1 

.7685 

19. 520 

.7715 

19. 596 

JO 

•  Extreme  minimum  minor  diameter  produced  by  a  new  threading  tool  having  a  minimum  flat  of  p/12  (■^0.0023  in.).  This  minimum  diameter  is  not  con¬ 
trolled  by  gages  but  by  the  form  of  the  threading  tool. 

>>  Extreme  maximum  major  diameter  produced  iiy  a  new  threading  tool  bavmg  a  minimum  flat  of  p/20  (-0.0014  in.).  This  maximum  diameter  is  not  con¬ 
trolled  by  gages  but  by  the  form  of  the  threading  tool. 
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6.  Limits  op  Size. — The  limits  of  size  for  both 
the  external  and  internal  thread  are  given  'in 
table  XVI. 2.  Their  application  is  illustrated  in 
figure  XVI.2. 

7.  Thread  Designation. — This  thread  is  to 
be  designated  on  eiimneering  drawings,  in  specifi¬ 
cations,  and  on  tools  and  gages  by  the  symbol 
“AMO”  preceded  by  the  b^asic  major  diameter 
in  inches  and  the  number  of  threads  per  inch,  as 
given  below: 

0.800— 36AMO. 

3.  GAGE  DIMENSIONS 

Recommended  gage  dimensions  are  listed  in 
table  XVI.3. 


4.  BRITISH  STANDARD  FOR  MICROSCOPE 
OBJECTIVE  AND  NOSEPIECE  THREADS 

The  British  and  American  threads  are  the  same 
with  the  following  exceptions: 

The  British  thread  has  a  basic  and  design  thread 
form  as  shown  in  figure  XVI.3  whereas  the  Amer¬ 
ican  thread  has  truncated  crests  and  roots  as 
shown  in  figure  XVI.2.  The  limits  of  size  of  the 
British  thread  are  given  in  table  XVI.4. 

The  length  of  thread  on  the  British  objective 
is  0.125  in.  (3.175  mm.)  whereas  the  lengths  of 
engagement  for  the  American  thread  may  range 
from  to  H  in.  However,  the  length  of  engage¬ 
ment  most  generally  employed  for  the  American 
thread  is  %  in. 


Table  XVI. 3. — Recommended  gage  dimensions  for  microscope  chjeclive  and  nosepiece  thread,  0.  800 — 38 AMO 


Tolerance  on  kad . . . .  ±0.0002  In. 

Tolerance  on  half-anale  ot  thread . ±0  deg  20  min 


Table  XVI. 4. — Limits  of  size  for  the  British  microscope 
objective  and  nosepiece  thread 


External  (ohjectlve)  thread  Internal  (now-piece)  thread 


Maximum  I  Minimum  Minimum  Maximum 


im  in.  mm 
274  0.7052  20.  JOS 


live . I  .7WM  118.  S22  .  7774  19.740 

Minor .  .7620  19.370  .  . 


-  FirCH,  P  ■ 


Figure  XVI. 3. — Basic  form  of  Whitworth  thread. 


//-a960491p 

*-2/3//-0.640327p 


///6-0.1000e2p 

r-0.I37326p 


SECTION  XVII.  SURVEYING  INSTRUMENT 
MOUNTING  THREADS* 


1.  GENERAL  AND  HISTORICAL 

In  1927  a  manufacturers’  subcommittee  working 
with  the  Division  of  Simplified  Practice  of  the 
National  Bureau  of  Standards  prepared  a  specifi¬ 
cation  for  a  tripod  thread  having  a  60°  thread 
angle  and  a  nominal  diameter  of  31^  inches,  8 
threads  per  inch.  This  thread  was  considered 
suitable  for  use  with  transits  having  horizontal 
limbs  inches  or  more  in  diameter  at  tlie  edge 
of  graduation,  and  also  for  all  engineers’  levels.  It 
was  considered  for  adoption  as  a  commercial 
standard,  but  as  all  the  makers  of  surveying  in¬ 
struments  did  not  agree  to  its  adoption,  it  does  not 
have  this  official  status  at  the  present  time. 
However,  on  March  6,  1958  Subcommittee  No.  4 
on  Miniature,  Microscope  Objective,  and  Sur¬ 
veying  Instrument  Threads  of  ASA  Sectional 
Committee  Bl,  passed  a  resolution  recommending 
that  this  thread  be  adopted  as  an  American 
Standard.  The  dimensions  of  this  thread  were 
first  circulated  in  1927  as  NBS  Drawing  B-1180. 

1.  Scope. — This  section  covers  the  nominal 
dimensions  and  limits  of  size  of  the  thread^ 
portions  of  the  base  plate  and  the  tripod  head 
used  for  securing  a  surveying  instrument  to  its 
tripod  or  other  base  of  support. 

2.  Definitions. — (a)  Surveying  instrument. — 
The  term  “surveying  instrument”  shall  be  deemed 
to  apply  to  transits,  levels,  and  similar  types  of 
apparatus  most  commonly  used  when  mounted 
on  a  tripod. 

(6)  Tripod  head. — The  tripod  head  is  that 
portion  of  the  tripod  or  other  means  of  support 
to  which  the  surveying  instrument  is  affixed  when 
in  use.  (See  fig.  XVIl.l.) 

(c)  Base  plate. — The  base  plate  is  that  por¬ 
tion  of  the  surveying  instrument  which  contains 
the  thread  used  for  fastening  it  to  the  tripod  head. 
(See  fig.  XVIl.l.) 

2.  SPECIFICATIONS 

1.  Form  of  Thread. — The  form  of  thread 
profile  shall  be  the  American  National  form  as 
shown  in  appendix  1  of  Part  I  of  Handbook  H28. 

2.  Dimensions. — The  thread  shall  have  a  basic 
major  diameter  of  in.  and  8  threads  per  inch. 
The  thread  dimensions  are  shown  in  table  XVIl.l. 

The  tripod  head  and  base  plate  shall  be  in  ac¬ 
cordance  with  the  dimensions  shown  on  figure 
XVIl.l. 

3.  Designation. — As  the  limits  of  size  and 
tolerances  do  not  correspond  to  a  standard  Unified 
or  A.merican  National  thread  class,  in  accordance 


■  This  section  is  In  substantial  agreement  with  the  March  IMS  proposed 
draft  of  the  American  Standards  Association  bearing  the  same  title.  This 
thread  Is  specified  In  Federal  Specification  OQ-T-621,  Transits  one-minute; 
and  transit  tripods. 
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with  standard  practice  the-  thread  designation  is: 
“3,U — 8  SPECIAL  FORM,  60°  thread”  followed 
by  all  limits  of  size. 

3.  GAGE  DIMENSIONS 

Recommended  gage  dimensions  are  listed  in 
table  XVII.2. 

INTERNAL  THREAD 


(TRIPOD  HEAD) 


ALreSNATE  DESIGN  WITH 
CHAMFESED  THSEADS 


Figure  XVIl.l. — Surveying  instrument  tripod  head  and 
base  plate. 

See  tabi.r  XVIl.l  for  thread  dimensions. 


Table  XVIl.l. — Limits  of  size,  tolerances,  and  allowances, 
surveying  instrument  mounting  threads 


Diameter 

1 

Tripod  head  (external)  thread 

llasc  plate  (Internal) 
thread 

Maxi¬ 

mum 

Mini¬ 

mum 

Toler¬ 

ance 

Allow¬ 

ance 

Mini¬ 

mum 

Maxi¬ 

mum 

Toler¬ 

ance 

2 

3 

4 

5 

6 

7 

8 

j 

in. 

3. 4066 

in. 

3. 4804 

in. 

0.0162 

in. 

0.0034 

in. 

3.5000 

in. 

in. 

Pitch . 

3.4154 

3.4110 

.0044 

.0034 

3.4188 

3. 4232 

0.0044 

Minor . 

3.3432 

3.3208 

.0134 

.0215 

3.3647 

3. 3792 

.0145 

Table  XVIT.2. — Recommended  gage  dimensions  for  survey¬ 
ing  instrument  mounting  threads 


TRIPOD  HEAD  (EXTERMAL)  THREAD 


Major  dituneter»  max . 

“Oo”  setting 
thread  plug 
gage 

“Not  go” 
setting  thread 
plug  gage 

In. 

3. 4966 
3. 4959 
3.4154 
3.4150 

in. 

3.  4811 
3. 4804 
3.4114 
3.4110 

“Oo”  thread 
ring  gage 

“Not  go” 
thread  ring 
gage 

in. 

3.41M 
3.4150 
3. 3647 
3.3640 

in. 

3.  4114 
3.4110 
3.3910 
8. 3917 

BASE  PLATE  (INTERNAL)  THREAD 


Major  diameter,  mas . 

“Go”  thread 
plug  gage 

"Not  go” 
thread  plug 
gage  • 

in. 

3. 5007 
3.5000 
3.4192 
3.4188 

in. 

3. 4736 
3. 4729 
3.4232 
3. 4228 

Pitch  dlameter/max . 

Pitch  diameter,  min . . . 

Fiouhb  XVIII. 1. — Tripod  screw,  il4 — SO  UNC — lA. 

The  undercut  In  the  tripod  top  around  the  base  of  the  screw  provides  clear¬ 
ance  for  the  flance  found  around  the  tripod  socket  In  some  cameras.  The 
dimensions,  Ineludlns  thread  dimensions,  Include  all  plating  or  other  finish. 


The  thread  dimensions  are: 


Max  Min 

Major  diameter _  0.  2489  in.  0.  2367  in. 

Pitch  diameter . . . .  .2164  .2108 

Minor  diameter . .  .  1876  _ 


3.  Tripod  Socket  in  Camera.*® — The  tripod 
socket  in  tiie  camera  shall  be  in  accordance  with 
figure  XVIII.2.  The  socket  shall  have  Yt — 20 
UNC — IB  threads  in  accordance  with  part  I, 
section  III. 


Tolerance  on  lead:  dbO.OOM  In. 

Tolerance  on  half^uigle  of  thread;  ±0°  8  min. 

•  It  will  be  noted  that  the  “not  go"  thread  plug  gage  la  truncated  on  the 
major  diameter  below  the  corresponding  dimension  of  tho  “go”  plug  gage. 
This  Is  to  Insure  noninterference  of  the  “not  go"  gage  at  the  major  diameter. 

SECTION  XVIII.  PHOTOGRAPHIC  EQUIP¬ 
MENT  THREADS* 

1.  TRIPOD  CONNECTIONS  FOR  AMERICAN  CAM¬ 
ERAS;  Vi— 20  UNC— lA/lB  THREADS  (PH3.6)» 

1.  Scope. — This  subsection  describes  the  screw 
commonly  used  on  American  photographic  tripods, 
and  the  corresponding  threaded  socket  in  cameras, 
in  sufficient  detail  to  promote  the  interchange¬ 
ability  of  cameras  on  tripods.  It  is  not  intended 
to  prescribe  design  except  for  the  dimensions 
affecting  interchangeability.  For  this  reason,  the 
screw  and  socket  specified,  herein  indicate  two  of 
many  possible  general  designs. 

2.  Tripod  Screw. — The  tripod  screw  shall  be 
in  accordance  with  figure  XVIII.I.  The  screw 
shall  h»ve  — 20  UNC — lA  threads  in  accordance 
with  part  I,  section  III. 


*  The  material  Included  In  this  section  Is  In  substantial  agreement  with  the 
following  American  Standards  Association  pobficatlons: 

PIU.S  Tripod  Connections  for  American  Cameras  M4ncb-X  thread. 
See  above. 

PH3.7  Tripod  Connections  for  Heavy-Duty  or  European  Cameras 
^lnch-18  Thread  with  Adapter  for  X-lnch-20 Tripod  Screws. 
Bmp.  42. 

PH3.10  Threads  for  Attaching  Mounted  Lenses  to  Pbotographle 
Equipment.  See  p.  42. 

PII3.12  Attachment  Threads  for  Lens  Accessories.  See  p.  42. 

PH3.23  Shutter  Cable  Release  Tip  and  S<^et  With  Taper  (European) 
Thread.  Seep. 48. 

PH3.24  Shutter  Cable  Release  Tip  and  Socket  With  Straight  (Amer¬ 
ican)  Thread.  See  p.  48. 

These  standards  are  published  by  the  American  Standards  Association, 
Inc.,  10  E.  40th  St.,  New  York  18,  N.Y.  The  latest  revisions  should  be 
oimsulted  when  referring  to  tliese  ASA  documents. 


0.050  V4r  oePTH  If  couNrcRBoseo 
CR  COUNTCRSUNK 

O.isr  UIR  SOCKCT  OCRTH  RecotitiCRoeo 
FOR  LIOHrwEICHr  CAUERRS 
0.37}  UIN  SOCKET  OERTH  RECOUtlENOEO 
FOR  HEAVY  CAUERAS 


-O.t'3  UAt  FLANBE  THICKNESS 
FLANBEO 


FiniiRE  XVIII.2. — Tri'jod  socket  in  camera,  1/4 — SO 
UAC—IB. 

It  b  recommended  that  a  clear  area,  free  from  obstructions,  at  least  2  In. 
In  diameter,  surround  the  socket  In  tho  camera.  Tlie  dimensions,  Including 
thread  dimensions.  Include  all  plating  or  other  finbb. 


The  thread  dimensions  are: 

Min  Mfa 


Major  diameter .  0.  2500  in. 

Pitch  diameter .  2175  0.  2248  in. 

Minor  diameter . . .  196  .  207 


4.  Spacer. — On  tripods  having  a  screw  0.340 
in.  long,  it  is  recommended  that  a  spacer  be  sup¬ 
plied  for  use  with  cameras  having  shallow  sockets. 
The  ^acer  shall  be  in  accordance  with  figure 
XVIir.3.  The  threads  shall  be  as  specified  in  the 
preceding  paragraph  for  the  tripod  socket. 

5.  Heavy-Duty  Applications. — For  heavy- 
duty  applications,  it  is  recommended  that  the 
tripod  connections  shown  in  the  following  sub¬ 
section  be  used. 


"  It  b  reconilzed  that  come  nonstandard  tripod  screws  (probably  as  a 
regult  of  plating  bulldmp  over  threads  machined  to  standi  tolerances) 
have  been  made  overslte.  Where  accommodation  of  such  a  nonstandard 
screw  has  been  considered  Important,  >14<-in.  soekets  have  been  produced 
to  the  following  dimensions;  Min  Max 

M  njOY  diameter . . .  0. 266  In. 

Pitch  diameter . . . 233  0. 237  In. 

Minor  diameter _ _ _  .211  .217 
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Figube  XVIII.3. — Spacer  for  uee  on  tripod  with  O.SiO-in. 
length  ecrew,  Iji — iO  UNC — IB. 

The  outside  diameter  of  the  spacer  shall  conform  to  that  of  the  tripod  head. 


2.  TRIPOD  CONNECTIONS  FOR  EUROPEAN  CAM- 
ERAS  (HEAVY-DUTY  APPLICATIONS);  3/8—16 
UNC— lA/lB  THREADS  (PHS.T*) 

1.  Scope. — This  subsection  describes  the  screw 
used  on  some  European  photographic  tripods,  the 
corresponding  threaded  socket  in  cameras,  and 
the  bushing  to  adapt  American  tripods  to  Euro¬ 
pean  cameras,  in  sufficient  detail  to  promote  the 
mterchangeability  of  cameras  on  tripods.  It  is 
not  intended  to  prescribe  design  except  for  the 
dimensions  effecting  interchangeability.  For  this 
reason,  the  screw  and  socket  specified  herein 
indicate  two  of  many  possible  general  desims. 

2.  Tripod  Screw. — The  tripod  screw  shall  be 
in  accordance  with  figure  XVIII.4.  The  screw 
shall  have  % — 16  UN(j— lA  threads  in  accordance 
with  part  I,  Section  III.  The  thread  dimensions 


are: 

Af&r  A/fft 

Major  diameter . .  0.  3737  in.  0.  3595  in. 

Pitch  diameter . 3331  .  3266 

Minor  diameter _  .  2970  _ 


Figure  XVIII.4. — Tripod  ecrew,  S/S — 16  UNC — lA 

The  undercut  In  the  tripod  top  around  the  base  of  the  screw  proTidM 
clearance  for  the  flange  found  around  the  tripod  socket  In  some  cameras 
The  dimensions,  Including  thread  dimensions,  Include  all  plating  or  other 
flnlsh. 

3.  Tripod  Socket  in  Camera. — The  tripod 
socket  in  the  camera  shall  be  in  accordance  with 
figure  XVIII.5.  The  socket  shall  have  % — 16 
UNC — IB  threads  in  accordance  with  part  I, 
section  III.  The  thread  dimensions  are: 


Min  Max 

Major  diameter .  0.3750  in.  _ 

Pitch  diameter .  3344  0.  3426  in. 

Minor  diameter . . .  .  307  .  321 


4.  Adapter. — To  adapt  a  tripod  having  a  screw 
with  a  Yi — 20  UNC — lA  thread  as  specified  in 
subsection  1,  above,  to  a  camera  having  a  tripod 
socket  with  a  % — 16  UNC — IB  thread,  a  threaded 
bushing  as  shown  in  figure  XVIII.6  is  recom- 
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mended.  The  bushing  shall  have  a  % — 16 
UNC — 1 A  external  thread  as  specified  in  paragraph 
2  of  this  subsection  and  a  Yt — 20  UNC — IB  internal 
thread  as  specified  in  paragraph  3  of  subsection  1, 
page  41. 

5.  For  the  dimensions  of  the  Y* — 20  tripod 
screws  and  sockets  used  on  American  cameras,  see 
subsection  1  on  page  41. 


Figure  XVIII. 6. — Tripod  socket  in  camera,  3  18 — 18 
UNC— IB. 

It  l3  rccommcndMl  that  a  clear  area,  Cree  from  obstructions,  r.t  least  2  In. 
In  diameter,  surround  the  socket  In  the  camera.  The  dimensions.  Including 
thread  dimensions,  Indude  all  (dating  or  other  finish. 


Figure  XVIII.6. — Adapter;  SjS — 18  UNC — lA  external 
thread,  lU — SO  UNC — IB  internal  thread. 

The  dimensions.  Including  thread  dimensions.  Include  all  plating  or  other 
finish. 


3.  THREADS  FOR  ATTACHING  MOUNTED  LENSES 

TO  PHOTOGRAPHIC  EQUIPMENT  <PH3.10») 

1.  Scope. — This  subsection  consists  of  the  spec¬ 
ifications  for  the  threads  used  for  attaching 
mounted  lenses  to  photographic  equipment,  for 
example,  for  attaching  lens  barrels  to  fens  boards 
as  in  the  case  where  flanges  are  employed. 

2.  Thread  Form. — The  Unified  form  of  thread 
profile  as  specified  in  section  III,  part  I,  shall  be 
used. 

3.  Limits  or  Size,  Tolerances,  and  Lengths 
OF  Threads. — The  limits  of  size,  tolerances,  and 
lengths  of  the  threads  in  common  usage  for  attach¬ 
ing  mounted  lenses  to  photographic  equipment 
are  listed  in  table  XVIII.  1.  For  sizes  larger  than 
shown  in  table  XVIII. 1,  see  footnote  a  to  the  table. 
The  dimensions  given  in  this  table  are  not  intended 
to  preclude  the  use  of  threads  specified  by  the 
Royal  Microscopical  Society. 

4.  ATTACHMENT  THREADS  FOR  LENS 
ACCESSORIES  <PH3.12») 

1.  Scope. — This  subsection  consists  of  the  spec¬ 
ifications  for  the  attachment  threads  for  lens 
accessories.  The  lens  accessories  have  an  external 
thread  which  mates  with  an  internal  thread  in  the 
lens  mount. 


Table  XVIII. 1. — Limits  of  size,  tolerances,  and  lengths  of  threads  for  threads  for  attaching  mounted  lenses  to  photographic 

equipment,  classes  SAjSB,  UNS  • 


£xtern‘\l  thread,  3Ab 

Internal  thread,  3B  b 

Maximum 

Nominal  size 

length  from 

and  threads 

Major  diameter 

Pitch  diameter 

Minor 

Minor  diameter 

Pitch  diameter 

Major 

shoulder  to 

per  inch 

diameter 

diameter 

end  of  ex- 

temal  thread, 

A  (Sccsketch) 

Max 

Min 

Max 

Min 

Tolerance 

Max 

Min 

Max 

Min 

Max 

Tolerance 

Min 

! 

2 

3 

4 

5 

6 

7 

8 

9 

10 

11 

12 

13 

14 

in. 

in. 

in. 

in. 

in. 

in. 

in. 

in. 

in. 

in. 

in. 

in. 

in. 

W-48 . 

0.4744 

0.4865 

0.4894 

0. 0029 

0.5000 

0.156 

H-32« . 

.0027 

.5867 

.5069 

.6047 

.6082 

.0035 

.6250 

.115 

«-32« . 

.7440 

,7207 

.7270 

.7117 

.7219 

.7207 

.7333 

.0036 

.7500 

.156 

H-32« . 

.8750 

.8547 

.0027 

.8367 

.8410 

.8469 

.8547 

.8583 

.0036 

.8750 

.156 

1-32 • . 

,0707 

.9769 

.0028 

.9617 

.0719 

.9797 

.9834 

.0037 

1.0000 

.160 

m-32 . . 

■  iHiiil 

.0028 

1.0012 

1.1047 

1. 1084 

.0037 

1.1250 

.187 

lk-32 . 

1. 2440 

1.2297 

1.2268 

.0020 

1.2117 

1.2162 

1.2191 

1.2297 

1.2335 

.0038 

1.2500 

.187 

lH-32 . 

1.3547 

1. 3518 

.0029 

1.3367 

1.3412 

1.3441 

1.3547 

1.3585 

.0038 

1.3750 

.187 

lH-32 . . 

HBIN 

1.4707 

1. 4767 

.0030 

1.4617 

1.4662 

1.4691 

1. 4797 

1.4836 

.0039 

1.5000 

.187 

1^-32 . 

1. 7500 

1.7207 

1,7266 

.0031 

1.7117 

1.7162 

1. 7191 

1.7297 

1.7337 

.0040 

1.7500 

.218 

2-24 . . 

1.0028 

1.0720 

1.0604 

.0035 

1.0489 

1.0540 

1.9584 

1.9720 

1.9774 

.0045 

2.0000 

.218 

2M-24 . 

2. 2428 

2.2220 

2. 2104 

.0035 

2.1080 

2.2049 

2.2084 

2.2229 

2. 2274 

.0045 

2.2500 

.218 

244-24 . 

2. 4928 

2. 4720 

2.4480 

2.4549 

2.4584 

2. 4729 

2.4775 

.0046 

2.5000 

.250 

244-24 . 

2. 7428 

2. 7220 

2. 7103 

2.6080 

2.7040 

2.7229 

2. 7275 

.0046 

2. 7500 

.250 

3-24 . 

2.»828 

2. 9720 

2.0602 

2.0480 

2.9549 

2.9584 

2. 9729 

2. 9777 

.0048 

3.0000 

.250 

344-24 . 

■iiii 

3.4028 

3.4720 

3. 4692 

3. 4480 

3.4549 

3. 4584 

3.4729 

3.4778 

.  ln/49 

3.5000 

.375 

•  Larger  slees  than  sho  wn  In  the  table  may  be  specified  by  Increments  ot  H  In.,  such  larger  sites  to  have  24  threads  per  Inch.  Limits  of  site  and  tolerances  tor 
these  larger  sites  are  to  h  j  calculated  In  accordance  with  table  IV.13  of  part  I  (class  3A/3B  threads).  The  limits  of  site  are  to  Include  plating,  lacquer,  or  other 
finish. 

b  Values  shown  are  based  on  table  IV.I3  of  part  I.  The  limits  of  site  are  to  Include  plating,  lacquer,  or  other  finish. 

•  These  are  standard  sites  of  the  Unified  32-tbread  series  as  given  in  tables  I  and  2.1  of  ASA  Bl.l-lSOO.  The  standard  designation  for  these  is  “  UN," 
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2.  Thread  Form. — The  American  Nationa’ 
thread  form  as  specified  in  appendix  1,  part  I, 
shall  be  used.  An  example  of  the  thread  desig¬ 
nation  is  as  follows;  0.5906-36  NS-2. 

3.  Pitch. — All  threads  covered  by  this  subsec¬ 
tion  shall  have  a  pitch  of  0.705555  mm  (0.027778 
in.).  This  is  equivalent  to  36  tpi. 

4.  Thread  Size. — The  basic  major  diameters 
for  these  threads  are  shown  in  tables  XVni.2 
and  XVIII.3 

5.  Length  op  Threads. — See  figure  XVIII.7 
for  the  length  of  the  threaded  portion  of  the  lens 
accessory,  the  length  of  the  pilot,  and  the  undercut 
of  the  thread. 


moencuT,  i.so  uu 
(0.0511  m.)  unx 


PILOT,  I.15UU 
(0.0451  IN.)  UAX 


Figure  XVIII.7. — Lenyth,  pilot,  and  undercut  of  attachment 
threads  for  lens  accessories. 

The  lenfith  of  the  threaded  portion  of  the  lens  accessory,  dimension  A, 
shail  be  i.25  ±0.10  mm  (0.1673  ±0.004  in.)  for  ail  sizes  up  to  and  including 
49.5  mm  (1.7913  in.)  in  diameter,  and  4.79  ±0.10  mm  (0.1870  ±0.004  in.)  for 
larger  sizes. 


Table  XVIII. 2. — Basic  major  diameters  of  threads  • 


Preferred  standard 

Secondary  standard 

mm 

in. 

mm 

in. 

15.0 

0.5006 

12.0 

0. 4724 

18.0 

.7087 

13.5 

.5315 

19.5 

.7677 

16.5 

.6496 

22.0 

.8661 

20.5 

.8071 

23.5 

.9252 

25.0 

.9843 

26.5 

1.0433 

28.0 

1. 1024 

30.0 

1.1811 

31.0 

1.2205 

34.5 

1.3583 

3i5 

1. 2795 

39.9 

1.5551 

33.5 

1.3189 

36.5 

1. 4370 

38.  : 

1.4961 

42.5 

1. 6732 

45.  5 

1.7913 

48.5 

1.9094 

51.5 

2.0276 

54.5 

2. 1457 

57.0 

2. 2441 

Table  XVIII. 3. — Basic  major  diameters  cf  threads  for 
retaining  rings  for  series  designation  of  Alters  * 


Scrips 

designation 

Major 

diameter 

mm 

in. 

IV 

23.5 

0. 9252 

V 

33. 346 

1. 3128 

VI 

44. 346 

1.7459 

VII 

54. 346 

2.1396 

VIII 

66.846 

2. 6317 

IX 

87.0 

3. 4252 

•  Series  is  that  specified  hy  American 
Standard  specification  PU3.17,  Photo¬ 
graphic  Filter  Sizes. 


•  Larger  sizes  (626  mm,  67.0  mm,  etc.)  are  to  be 
by  increments  of  96  mm  (0.1969  In.). 
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5.  SHUTTER  CABLE  RELEASE  TIP  AND  SOCKET 
WITH  TAPER  (EUROPEAN)  THREAD  (PH3.23*) 

1.  Scope. — This  subsection  consists  of  the 
thread  specifications  for  the  shutter  cable  release 
tip  and  socket  with  taper  (European)  thread. 

2.  Thread. — The  American  National  thread 
form  as  specified  in  part  I  of  Handbook  H28  shall 
be  used.  The  thread  shall  be  50  tpi  and  shall  be 
adapted  for  taper  tolerances  that  are  the  same  as 
for  a  class  2.  The  thread  dimensions  are  shown 
on  figures  XVIII  .8  and  XVIII  .9. 

3.  Shutter  Cable  Release  Tip  and  Socket 
With  Straight  (American)  Thread. — For  the 
thread  specifications  of  the  shutter  cable  release 
tip  and  socket  with  straight  (American)  thread, 
see  subsection  6  immediately  following. 


Fiouee  XVIII.8. — Shutter  cable  release  lip  with  taper 
(.European)  thread  (SO  tpi). 


Figcae  XVIII.9. — Thread  details  for  shutter  cable  release 
tip  and  socket  lailh  taper  (European)  thread  (SO  tpi). 


6.  SHUTTER  CABLE  RELEASE  TIP  AND  SOCKET 
WITH  STRAIGHT  (AMERICAN)  THREAD 
(PH3.24«) 

1.  Scope. — This  subsection  consists  of  the 
thread  specifications  for  the  shutter  cable  release 
tip  and  socket  with  straight  (American)  thread. 

2.  Thread. — The  thread  shall  be  No.  5 (.125) — 
44  NF-2  in  accordance  with  part  I  of  Handbook 
H28.  The  thread  dimensions  are  shown  in  figures 
XVlII.10andXVIII.il. 

3.  Shutter  Cable  Release  Tip  and  Socket 
With  Taper  (European)  Thread. — For  the 
thread  specifications  of  the  shutter  cable  release 
tip  and  socket  with  taper  (European)  thread,  see 
subsection  5  immediately  preceding  this  sub¬ 
section. 


Figure  XVIII. 10. — Shutter  calde  release  tip  with  straight 
(American)  thread. 


— U — 0.055 
'  ‘  MIN 

Figure  XVIII. 11. — Open  type  shutter  cable  socket  with 
straight  (American)  thread. 


SECTION  XIX.  MISCELLANEOUS 
THREADS 

1.  60°  STUB  THREADS 

The  angle  between  the  flanks  of  the  thread  is 
60°.  The  threads  are  truncated  top  and  bottom, 
have  a  basic  height  of  0.433p,  a  basic  thickness 
of  0.50p,  and  are  symmetrical  about  a  line  perpen¬ 
dicular  to  the  axis  of  the  screw.  Basic  dimensions 
of  the  60°  stub  thread  are  given  in  table  XIX.  1. 
In  accordance  with  standara  practice  this  thread 
is  designated  as  follows,  for  example:  “1% — 9 
SPECIAL  FORM,  60°  thread,”  foUowed  by  all 
limits  of  size. 

2.  MODIFIED  SQUARE  THREADS 

The  angle  between  the  flanks  of  the  thread  is 
10°.  The  threads  are  truncated  top  and  bottom, 
have  a  basic  height  of  0.50p,  a  basic  thread  thick¬ 
ness  of  0.50p,  and  are  symmetrical  about  a  line 
perpendicular  to  the  axis  of  the  external  thread. 
The  angle  of  10°  results  in  a  thread  which  is  the 
equivalent  of  a  “s(||uare  thread”  in  so  far  as  all 
practical  considerations  are  concerned,  and  yet  is 
capable  of  economical  production.  This  tnread 
form  is  illustrated  in  figure  XIX.  1 .  In  accordance 
with  standard  practice  this  thread  is  designated 
as  follows,  for  example:  “l)i — 6  SPECIAL 
FORM,  10°  thread,”  followed  by  all  limits  of 
size. 

Multiple  thread  milling  cutters  and  ground 
thread  taps  should  not  be  specified  for  modified 
square  threads  of  steep  lead  angle  without  con¬ 
sulting  the  cutting  tool  manufacturer. 
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3.  THREADS  FOR  DAIRY  SANITARY  FITTINGS 


Drawings  showing  threaded  “3A”  standard 
sanitary  fitting  for  dairy  applications  are  avail¬ 
able  from  the  Dairy  Industries  Supply  Association, 
1145  19th  St.,  N.W.,  Washington  6,  D.C.  These 
are  Acme  threads,  8  tpi. 

4.  GLASS  BOTTLE  AND  JAR  THREADS 

Industry  standard  glaas  finishes,  including 
standard  thread  profiles  and  pitches,  for  bottles 
and  jars  are  presented  on  drawings  available 
from  the  Glass  Container  Manufacturers  Institute, 
Inc.,  1625  K  St.,  N.W.,  Washington  6,  D.C. 


Table  XIX. 1. — Basic  dimensions  of  60°  stub  threads 


Figure  XlX.l. — Modified  square  thread  {10°  included 
angle),  basic  proportions. 

p«pitch  in  inches 
A  (l^ic  heii^ht  of  thread)  »0.5p 
Ji  (total  height  of  thread)*«0.5p+o)earancc 
t  (thickness  of  thread)  *0.5p 
Ft  (Oat  at  root  of  thread) «0.4563p-0.17Xclearance 
F  (basic  width  of  flat  at  crest  of  tnread)»0.4563p 
Note.^A  clearance  should  be  added  to  h  to  produce  extra  hehtht,  thus 
avoiding  Inlcrference  with  threads  of  mating  parts  at  minor  or  major  diam* 
eters.  The  amount  of  this  clearance  must  be  determined  from  the  application 
of  the  threati  assembly. 


Threads 
per  Inch 

Pitch,  p 

Height 
of  thread 
(basic), 
)l-0.433p 

Total  • 
height  of 
thread, 
(A+ 

0.02p) 

Thread 

thick¬ 

ness 

(basic), 

(-0.5p 

width  ( 

Crest  of 
screw 
(basic), 
f-0.250p 

)( flat  at 

Root  of 
screw 
Fc- 
0.227p 

1 

2 

3 

4 

5 

6 

7 

fn. 

in. 

in. 

fn. 

fn. 

fn. 

16 . 

0.062A0 

0.0271 

0.0283 

0.0313 

0. 0156 

0.0142 

14 . 

.07143 

.0306 

.0324 

,0357 

.0179 

.0162 

12 . 

.06333 

.0361 

.0378 

.0417 

.0208 

.0189 

10 . 

.10000 

.04:13 

.0453 

.0500 

.0250 

.0227 

9 . 

.11111 

.0481 

.0503 

.0556 

.0278 

.0252 

8 . 

.12A00 

.0641 

.0566 

.0625 

.0313 

.0284 

7 . 

.14286 

.0619 

.0647 

.0714 

.0357 

.0324 

8 . 

.  16667 

.0722 

.0755 

.0833 

.0417 

.0378 

5 . 

.211000 

.0866 

.0906 

.1000 

.0500 

.0454 

4 . 

.25000 

.1063 

.1133 

.1250 

.U6Z5 

.0567 

•  A  clearance  of  at  least  0.02p  Is  added  to  A  to  produce  extra  height,  thus 
avoiding  interference  with  threads  of  mating  part  at  n-  :';or  or  major  diameters. 
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APPENDIX  10.  WRENCH  OPENINGS 


Table  10.1. — Standard  wrench  openings 


Nominal  site  of  wrench, 
abo  basic  or  maiimnm 
width  across  flats  of 
bolt  and  screw  heads 
and  nuts 

Allow- 
anee 
between 
boltheads 
or  nuts 
and  Jaws 
of  wrench 

Wrendiopenj 

Nats 

Bolts  and  screws 

Nuts 

DCS 

FInisbed 

hex, 

hex-jam, 
hex- 
slotted, 
iMx-thick. 
hex-thick 
slotted, 
and  hex- 

Resulnr 

square* 

bex, 

bex-iam* 

serol'fln. 

bex* 

hex-Jain* 
and  hex* 
slotted 

Heavy 

square, 

hex, 

hex-lam, 

semi-fln. 

bia, 

hex-jam, 
and  hex- 
slotted 

Finished 

a.nd 

reffUMV 

bolts, 

square* 

hex, 

semi'An. 

bex, 

hex  bead 
cap 
.screws 

Heavy 

bolts, 

bex, 

semi-nn. 
bex,  and 
finished 
bex 

Lag 

bolts, 

square 

Set 

screws, 

square 

Machine  screw 

Min. 

Tol. 

Max. 

cutle 

1 

3 

B 

4 

A 

6 

7 

8 

9 

10 

11 

12 

13 

<11, 

<11.  mill 

<ii. 

<« . 

<Jl. 

<4. 

<n. 

<a. 

<ff. 

<n. 

<ji. 

in. 

Hi 

aiA63  3.960 

0.003 

0.158 

0.006 

.0163 

No.  0  and  No.  1 

fit 

.  187A  4. 762 

.003 

.190 

.005 

.195 

No.  10 

No.  I  and  No.  3 

lit 

.2187  A.  AAA 

.003 

.230 

.006 

.225 

■■AAAiiiri 

No.  12 

.2900  A360 

.002 

.353 

.005 

.357 

nnnm 

H 

No.  4 

& 

.2812  7.144 

.002 

.383 

.008 

.288 

No.  10 

Ml 

.3126  7.037 

.001 

.818 

.006 

.323 

Ms 

No.  5  and  No.  t 

■Hi 

.3438  8.731 

.003 

.347 

.006 

.353 

No.  8 

H 

.  37AO  9.  A28 

.008 

.878 

.006 

.384 

•  H 

H 

H 

No.  10 

lit 

.437A  11.112 

.008 

.440 

.006 

.446 

H 

Ml 

No.  11  and  H 

H 

.6000  13700 

.004 

.804 

.006 

.810 

Ml 

H 

Ml 

Ml 

H 

Ml 

.6625  14.287 

.004 

.866 

.007 

.571 

M 

Ms 

Ms 

H 

H 

Ms 

Ms 

.6260  1A876 

.004 

.5» 

.007 

.636 

H 

Ms 

Ms 

H 

H 

■Hi 

.687A  17.462 

.004 

.603 

.007 

.699 

lit 

.7600  13060 

.006 

.786 

.oas 

.763 

H 

M. 

HH 

H 

H 

M 

.8138  30.637 

.006 

.816 

.008 

.836 

Ms 

H 

.8780  22.225 

.006 

.880 

.006 

.888 

M« 

Ms 

H 

H 

.9878  23.81.3 

AIM 

.944 

.009 

MX 

H 

Q 

H 

H 

1 

1.0000  25.400 

.006 

L006 

.009 

1.018 

H 

1 

IHi 

1.0628  36.988 

.006 

L068 

.005 

1.077 

H 

H 

IH 

1.1260  28.878 

.007 

1- 132 

.010 

1.142 

H 

M 

IH 

IH 

1.2500  81.780 

.007 

1.357 

.010 

1  367 

M 

M 

IH 

IMi 

A  3128  33.338 

.008 

1.330 

.011 

1. 331 

H 

H 

H 

H 

1.C780  34.928 

.008 

1.383 

.011 

1.394 

IH 

lE* 

1.43.''8  36.812 

.008 

1.446 

.011 

1.487 

H 

H 

1. 800U  38. 100 

.006 

1.808 

.012 

1.830 

■ 

1 

1 

IH 

IH 

1.6260  41.278 

.009 

1.634 

.012 

1.646 

1 

1 

1.6878  42.862 

.009 

L696 

«012 

1.706 

IH 

IH 

IH 

1.8128  46.038 

.010 

1.822 

.013 

1.835 

IH 

IH 

IB 

1.8780  47.638 

.010 

1.885 

.013 

l.SW 

IM 

IM 

m 

IM 

2 

10000  60.800 

.011 

1011 

.014 

1025 

IM 

IM 

2H« 

10625  61  388 

.nil 

1074 

.014 

2  nm 

IH 

IH 

IH 

2Ht 

11878  88.862 

.012 

1300 

.018 

1215 

IH 

IH 

2W 

13600  87.180 

.012 

1263 

.018 

2.277 

IH 

IH 

IH 

2H 

13760  60.3^ 

.013 

1388 

.016 

1404 

IH 

IH 

2H< 

14378  61.913 

.013 

1450 

.016 

1466 

IH 

IH 

IH 

2!Ht 

18625  65.088 

.014 

1576 

.017 

1503 

IH 

IH 

2H 

16260  66.678 

.014 

1639 

.017 

1656 

IH 

IH 

IM 

2H 

17600  69.860 

.014 

1766 

.017 

1783 

IH 

IM 

18125  71.438 

.018 

mrnTM 

.018 

1845 

IH 

IH 

IH 

19878  74.613 

.016 

.019 

2.973 

IH 

IH 

3 

3.000  76.200 

.016 

3.016 

.019 

3.035 

2 

2 

2 

SB 

3. 128  79. 378 

.017 

1142 

.030 

8. 162 

2 

2 

3H 

3. 878  85. 725 

.016 

1396 

.031 

1414 

JH 

IM 

IM 

3H 

3.600  88.900 

.019 

1818 

.023 

3.840 

IM 

IM 

ZH 

3. 750  95. 250 

.030 

1770 

.023 

1793 

IH 

IH 

IH 

zH 

3. 878  08. 428 

.030 

1895 

.028 

3.918 

IH 

IH 

4B 

4.128  104.78 

.023 

4. 147 

.025 

4.172 

IH 

IM 

IM 

4B 

4.250  107.98 

.023 

4.273 

.025 

4.297 

IM 

4B 

A,  600  114.  I*' 

.034 

4.534 

.036 

4. 850 

3 

3 

3 

4B 

4.625  117.48 

.034 

4.649 

.027 

4.676 

3 

3 

4B 

4.875  121  82 

A9A 

A  ttVI 

.038 

4.928 

5 

8.000  127.00 

.036 

1036 

.039 

8.055 

3H 

3U 

K  OKA  M 

.027 

1277 

.030 

8  307 

3H 

AH 

5.375  136.62 

.028 

1^ 

.031 

8.434 

3H 

AH 

8.625  141  88 

.029 

1654 

032 

8.686 

3H 

Aii 

a  75n  14A.  A5 

ASA 

.033 

8.813 

3H 

A  AAA  150  iA 

All 

6011 

.034 

1068 

4 

OH 

A 125  155.58 

.033 

Am 

•  OU 

C.l« 

4 

•  Befukr  iqiianonly. 

Wrraehet  ihiU  be  mirked  with  the  “Nominel  liie  of  wrench”  which  ia  eguel  to  the  boeic  or  meitmum  eidth  ecross  flau  of  the  oorreepondint  bolt  heed 
or  not. 

Aliowuce  (mlnimumeleenuioe)  between  muimum  width  ecronllata  of  nnt  or  bolt  heed  end  JtwiofwreiieheqaaIf(1.00SW+0.001).  Toiennoeonwrendi 
opeoint-plui  (0.006  W44.004  from  minimom).  (W  eqoik  aominel  >ii«  of  wrench.) 

Thu  itaiidiRl  if  in  iraenl  ecreement  with  Appendii  1  of  Amerieen  etanderd  ASA  Bl8  J.  "Square  and  Heiacon  Bolta  and  Nnta,”  pnbllabed  by  The 
American  Society  of  Medicnioai  Engine^  M  w.  Wtta  SL,  New  York  lA  N.Y.  The  lateet  reTUon  aboul'l  be  ootuolted  when  referring  to  Ncb  itandarda. 
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APPENDIX  11.  CLASS  5  INTERFERENCE- 
FIT  THREADS,  TRIAL  AMERICAN 
STANDARD 

1.  INTRODUCTION 

Interference-fit  threads  are  threads  in  which  the  exter¬ 
nally  threaded  member  is  larger  than  the  internally 
threaded  member  when  both  members  are  in  a  free  state 
and  which, _  when  assembled,  become  the  same  size  and 
develop  a  high  resistance  to  any  applied  unscrewing  torque 
through  elastic  compression,  plastic  movement  of  material, 
or  both.  By  custom,  these  threads  are  designated  class  5. 

The  standards  previously  published  in  this  handbook 
were  helpful  in  stabilizing  design;  however,  in  spite  of 
restrictive  tolerance,  loosening  or  breakage  of  externally 
threaded  members  has  been  all  too  frequent.  They  also 
established  minimum  and  maximum  torque  values,  the 
validity  of  which  has  been  generally  accepted  in  service 
for  the  past  20  years. 

This  trial  standard  •  is  based  on  10  years  of  research, 
testing,  and  field  study,  and  represents  the  first  attempt 
to  establish  an  American  standard  for  interference  fit 
threads.  It  is  predicated  on  the  following  conclusions 
which  have  been  drawn  from  the  research  and  field 
experience: 

(1)  Materials  of  the  external  and  internal  interference 
fit  threads  compress  elastically  during  assembly  and  when 
assembled. 

(2)  During  driving,  plastic  flow  of  materials  occurs, 
resulting  in  either  an  increase  of  the  external  thread  major 
diameter,  or  a  decrease  in  the  internal  thread  minor 
diameter,  or  both. 

(3)  Relieving  the  external  thread  major  diameter  and 
the  internal  thread  minor  diameter  to  make  allowance  for 
plastic  flow  eliminates  the  main  causes  of  seizing,  galling, 
and  abnormally  high  and  erratic  driving  torques. 

(4)  Such  reliefs  require  an  increase  in  the  pitch  diame¬ 
ter  interference  in  order  to  obtain  driving  torques  within 
the  range  previously  established.  (In  driving  studs,  it 
was  found  that  the  minimum  driving  torque  should  be 
about  50  percent  of  the  torque  required  to  break  loose  a 
properly  tightened  nut.) 

(5)  Lubricating  only  the  internal  thread  results  in  more 
uniform  torques  than  lubricating  only  the  external  thread 
and  is  almost  as  beneficial  as  lubricating  both  external 
and  internal  threads. 

(6)  For  threads  having  truncated  profile,  torques  in¬ 
crease  directly  as  the  pitch  diameter  interference  for  low 
interferences,  but  torques  soon  become  practically  con¬ 
stant  and  increase  little,  if  at  all,  with  increases  of  inter¬ 
ference.  Obviously,  for  uniformity  of  driving  torques,  it 
is  desirable  to  work  with  greater  interferences. 

(7)  Comparatively  large  pitch  diameter  interferences 
can  be  tolerated  provideof  that  the  external  thread  major 
diameter  and  internal  thread  minor  diameter  are  ade¬ 
quately  relieved,  and  proper  lubrication  is  used  during 
assembly. 

(8)  Driving  torque  increases  directly  with  turns  of  en¬ 
gagement.  (For  thin  wall  applications,  it  may  be  desir¬ 
able  to  use  longer  engagement  rather  than  large  pitch 
diameter  interference  to  obtain  desired  driving  torque.) 

(9)  Studs  should  be  driven  to  a  predetermined  depth. 
“Bottoming”  or  “shouldering”  should  be  avoided.  “Bot¬ 
toming,”  which  is  engagement  of  the  threads  of  the  stud 
with  the  incomplete  threads  at  the  bottom  of  a  shallow 
drilled  and  tapped  hole  causes  the  stud  to  stop  suddenly, 
thus  inviting  failure  in  torsional  shear.  “Shouldering,” 
which  is  the  practice  of  driving  the  stud  until  the  thread 
runout  engages  with  the  top  threads  of  the  hole,  creates 
radial  compressive  stresses  and  upward  bulging  of  the 
material  at  the  top  of  the  hole.  This  results  in  erratic 
variations  in  free  stud  length  after  driving. 

As  application  experience  is  gained  by  users  of  this 


<  This  trial  standard  is  Identical  in  all  technical  features  with  the  current 
draft  standard  developed  by  Subcommittee  No.  10  of  ASA  Sectional  Com¬ 
mittee  B1  on  the  Standardisation  and  Unlflcation  of  Screw  Threads. 


Standard,  it  is  urged  that  results,  good  or  bad,  be  reported 
to  the  Industrial  Fasteners  Institute,  1517  Terminal  Tower, 
Cleveland,  Ohio,  with  copy  to  Standards  Department,  The 
American  Society  of  Mechanical  Engineers,  29  West  39th 
Street,  New  York  18,  N.Y.  Future  adjustments  to  the 
standard  will  be  based  largely  on  such  field  reports. 

2.  SCOPE 

This  trial  standard  •  provides  dimensional  tables  for 
external  and  internal  interference  fit  (class  5)  threads  of 
modified  Unified  form  in  the  coarse  thread  series,  sizes  '4 
to  1%  in.  [t  is  intended  that  designs  conforming  with 
this  standard  will  provide  adequate  torque  conditions 
which  fall  within  the  limits  shown  in  table  11.3.  These 
torque  limits  are  the  same  as  those  in  H28(1944)  and  the 
1950  Supplement.  The  minimum  torques  are  intended 
to  be  sufficient  to  ensure  that  externally  threaded  mem¬ 
bers  will  not  loosen  in  service;  the  maximum  torques 
establish  a  limit  below  which  seizing,  galling  or  torsional 
failure  of  the  externally  threaded  components  is  unlikely. 
Sec  figure  11.1  for  conditions  of  fit. 

3.  DESIGN  AND  APPLICATION  DATA 

Following  are  conditions  of  usage  and  inspection  on 
which  satisfactory  application  of  products  made  to  dimen¬ 
sions  in  tables  11.1,  11.2,  and  11.3  are  predicated. 

1.  Thread  Designations. — (a)  The  following  thread 
designations  provide  a  means  of  distinguishing  the  Trial 
American  Standard  class  5  threads  of  this  standard  from 
the  tentative  class  5  and  alternate  class  5  threads  specified 
previously  in  Handbook  H28.  It  also  distinguishes  be¬ 
tween  external  and  internal  Trial  American  Standard 
class  5  threads. 

(b)  Trial  class  5  external  threads  arc  designated  as 
follows: 

NC5  HF  — For  driving  in  hard  ferrous  material  of 
hardness  over  160  BHN. 

NC5  CSF — For  driving  in  copper  alloy  and  soft  fer¬ 
rous  material  of  160  BHN  or  less. 

NC5  ONF— For  driving  in  other  nonferrous  material 
(nonferrous  materials  other  than  copper 
alloys),  any  hardness. 

(c)  Trial  class  5  internal  threads  are  designated  as 
follows: 

NC5  IF  — Entire  ferrous  material  range. 

NC5  INF — Entire  nonferrous  material  range. 

2.  Studs. — (o)  Inspection. — Since  angle  and  lead  de¬ 
viations  are  not  as  critical  factors  as  in  free  fitting  screw 
threads,  the  controlling  element  for  class  5  threaded  pro¬ 
ducts  is  pitch  diameter.  This  element  can  be  satisfactorily 
checked  by  an  optical  comparator,  a  thread  micrometer,  or 
thread  snap  gages  having  anvils  that  are  not  affected  by 
lead  or  angle.  For  rapid  and  convenient  control  in  mass 
production,  the  use  of  “go”  and  “not  go”  snap  ^ages  is 
recommended.  Ring  gages  m^  be  used,  but  their  use  is 
not  primarily  recommended.  The  “not  go”  ring  gage  shall 
stop  at  IH  turns  or  less  engagement  in  order  to  maintain 
minimum  pitch  diameter  interferenee.  W  thread  setting 
plu^  shall  be  used  for  all  gages,  and  tolerances  shall  be 
applied  within  the  product  limits.  The  maximum  major 
diameter  of  the  truncated  portion  of  the  truncated  setting 
plug  should  be  equal  to  the  minimum  major  diameter 
of  the  stud  thread.  If  the  threads  are  zinc,  cadmium,  or 
copper  plated,  limits  are  applicable  before  plating. 

(6)  Points. — Points  of  externally  threaded  components 
should  be  chamfered  or  otherwise  reduced  to  a  diameter 
below  the  minimum  minor  diameter  of  the  thread. 

_  (c)  WorAmorwfttp.-^Studs  should  be  free  from  excessive 
nicks,  burrs,  chips,  grit,  or  other  extraneous  material  before 
driving. 

3.  ^UD  Materials. — The  length  of  engagement,  depth 
of  thread  engagement,  and  pitch  diameter  limits  in  tables 
11.1,  11.2,  and  11.3  are  designed  to  produce  adequate 
torque  conditions  when  heat-treated  mraium-carbon  steel 
studs,  ASTM  A-325  (SAE  grade  5)  or  better,  are  used. 
In  many  applications,  case-carburized  studs  and  unheat- 
treated  medium-carbon  steel  studs,  SAE  grade  4,  are  sat¬ 
isfactory.  SAE  grades  1,  2,  and  8  may  be  desirable  under 
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MAXIMUM  INTERFERENCE 


MINIMUM  INTERFERENCE 

Fiourb  11.1. — IlliutratioM  thawing  maximum  and  minimum  interferences,  class  6  threads. 


Table  11.1. — lAmitt  of  the,  external  threads,  class  6  • 


Sixes  and  threads  per  inch 

NC9  HP  (or  driving  In 
ferrous  material  with 
hardness  greater  than 
180  Bhn,  L.-lKdla 

Major  diameter 

NCS  C8P  for  driving 
in  braas  and  ferrous 
msteri^  with  hardness 
equal  to  or  less  than 
160  Bhn, 

N"C6  ONF  for  driving 
In  nonferrous  except 
brass  (any  hardness), 
£.«2Hdia 

Pitch  diameter,  design 
form 

Minor 

diameter 

Max 

Min 

Max 

Min 

Max 

Min 

Max 

Min 

Max 

1 

2 

3 

4 

6 

« 

8 

9 

10 

in. 

in. 

fn. 

in. 

in. 

in. 

in. 

in. 

in. 

M-20 . 

0.2470 

0.2406 

0.2470 

0.2408 

0.2470 

0.2408 

0.2230 

C.2204 

0.1932 

Ma-18 . 

.3060 

.3020 

.SOM 

.3030 

.3000 

.2829 

.2799 

.2506 

M-l« . 

.SOM 

.3626 

.3710 

.3646 

.3710 

.3048 

.3414 

.3382 

.3053 

Hs-M . 

.4306 

.4233 

.4330 

.4258 

.4330 

.4258 

.3991 

.3956 

.3579 

M-iS . 

.4020 

.4646 

.4060 

.4876 

.4950 

.4876 

.4584 

.4547 

.4140 

M6-12 . 

.6640 

.6460 

.5680 

.6405 

.6680 

.5495 

.5176 

.5136 

.4605 

H-ll . 

.6140 

.6a66 

.6106 

.6111 

.6195 

.6111 

.5758 

.5716 

.6233 

M-10 . 

.7360 

.7270 

.7440 

.7350 

.7440 

.7350 

.6965 

.6910 

.6378 

H-t . 

.8600 

.8602 

.8686 

.8587 

.6685 

.8587 

.8144 

.8095 

.7503 

1-8 . 

.11635 

.0727 

.9936 

.0827 

.0935 

.9827 

.6316 

.0262 

.8504 

lM-7 . 

1. 1070 

1.0062 

1.1180 

1. 1062 

1.1180 

1.1062 

1.0466 

1.0406 

.9640 

lM-7 . 

1. 232 

1.220 

1.2430 

1.2312 

1.2430 

1.2312 

1. 1715 

1.1656 

i.oeM 

lH-6 . 

1.366 

1.341 

1.3680 

1.3638 

1.3680 

1.3538 

1.2839 

1.2768 

1.1877 

1.481 

1.467 

1.4030 

1.4788 

1.4930 

1.4788 

1.4089 

1. 4018 

1. 3127 

>  Tbit  table  is  based  on  externally  threaded  members  being  steel  ASTM  A-32S  (SAE  grade  6)  or  better.  It  Is  tor  rolled,  cut,  or  ground  threads. 


Table  11.2. — Limits  of  she,  internal  threads,  class  5* 


Sixes  and  threads  per  inch 

NC6  IF  Ferrous  material 

NC5  INF  Nonferrous  material 

Pitch  diameter 

Major 

diameter 

Minor  diameter 

TapdrlU 

Minor  diameter 

TapdrlU 

Min 

Max 

Min 

Max 

Min 

Max 

Min 

1 

2 

3 

4 

5 

6 

7 

S 

9 

10 

in. 

in. 

in. 

in. 

in. 

in. 

in. 

M-30 . 

0.1M 

0.206 

•Ms  in. 

0.196 

0.206 

•M.  In. 

0. 2175 

0.2201 

0.2500 

Ms-18 . 

.262 

.265 

O 

.262 

.265 

0 

.2764 

.2794 

.3125 

H-16 . 

.307 

.321 

0 

.307 

.321 

0 

.3344 

.3376 

.3750 

Ms-14 . 

.374 

.381 

M 

.360 

.372 

u 

.3911 

.3947 

.4375 

H-13 . 

.431 

.440 

/  ll.Oinm 
\  0.4330 

}  .417 

.429 

•Ms 

.4500 

.4537 

.5000 

Ms-12 . 

.488 

,407 

12.5mm 

.472 

.485 

•Ms 

.5084 

.5124 

.5625 

M-11 . 

.644 

.664 

»Ms 

.527 

.540 

‘Ma 

.5660 

.5702 

.6250 

M-10 . 

.661 

.678 

Mts 

.642 

.655 

16.5mm 

.68.50 

.6895 

.7500 

. 

.777 

.789 

»Hx 

.755 

.770 

•Ms 

.8028 

.son 

.8750 

1-8 . 

.890 

.904 

•Ms 

.865 

.880 

H 

.9188 

.9242 

1.0000 

m-7 . 

1.000 

1.016 

1 

.970 

.991 

•Ms 

1.0322 

1.0381 

1.1250 

lM-7 . 

1.125 

1.140 

IW 

1.095 

1. 116 

IMs 

1.1572 

1.1631 

1.2500 

lH-6 . 

1.229 

1. 247 

l>Ms 

1.195 

1.213 

l‘Ms 

1.2667 

1.2738 

1. 3750 

lM-6 . 

1.354 

1.372 

l»Ms 

1.3M 

1.338 

I’Ms 

1.3917 

1.3088 

1.5000 

>  Tbit  table  Is  based  on  externally  threaded  members  being  steel  ASTM  A-32{  (SAE  grade  6)  or  better.  It  is  for  rolled,  cut,  or  ground  threads. 
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ceruun  conuiuonB.  xiiis  iriai  sianuaru  la  noi  inienoea  lo 
cover  the  use  of  studs  made  of  stainless  steel,  silicon 
bronze,  brass  or  similar  materials.  Where  such  materials 
are  used,  the  dimensions  li  sted  herein  will  probably  require 
adjustment  based  on  pilot  experimental  work  with  the 
combination  of  materials  involved. 

4.  Holes. — (o)  Inspection. — Gages  in  accordance  with 
Part  I,  section  VI,  shall  be  used.  “Go”  plain  plug  and 
“go”  thread  plug  gages  should  be  inserted  to  full  depth  in 
order  to  detect  the  effect  of  excessive  drill  or  tap  wear  at 
the  bottom  of  the  hole.  “Not  go”  thread  plug  gages 
should  not  enter  more  than  IV^  threads.  Holes  ^ml  be 
clean  from  grit,  chips,  oil,  or  other  extraneous  material 
prior  to  gaging. 

(6)  Countersinks. — Holes  shall  be  countersunk  to  a 
diameter  greater  than  the  major  diameter  in  order  to 
facilitate  starting  of  the  studs  and  to  prevent  raising  a  lip 
around  the  hole  after  the  stud  is  driven. 

(c)  Cleanliness. — Holes  shall  be  free  from  chips,  grit,  or 
other  foreign  material  before  driving  studs. 

5.  Lead  and  Angle  Deviations. — This  trial  standard 
does  not  provide  control  for  lead  and  angle  deviations. 
Angle  and  lead  deviations  are  not  normally  objectionable, 
since  they  contribute  to  interference  and  this  is  the  purpose 
of  the  class  5  thread.  Experience  may  dictate  tlie  need  for 
imposing  some  limits  under  certain  conditions. 

6.  Lubrication. — (o)  For  driving  in  ferrous  material, 
a  good  lubricant  sealer  should  be  used,  particularly  in  the 
hole.  A  noncarbonizing  type  of  lubricant,  (such  as  a 
rubber-in-water  dispersion)  is  suggested.  The  lubricant 
shall  be  applied  to  the  hole  and  it  may  also  be  applied  to 
the  stud.  In  applying  it  to  the  hole,  care  must  be  taken  so 
that  an  excess  amount  of  lubricant  will  not  cause  the  stud 
to  be  impeded  by  hydraulic  pressure  in  a  blind  hole. 


\pj  nnen  class  o  inreaaea  proaucis  are  ariveii  in  non- 
ferrous  materials,  lubrication  may  not  be  needed.  Recent 
British  research  recommends  the  use  of  medium  gear  oil 
for  driving  in  aluminum.  In  American  research  it  has 
been  observed  that  the  minor  diameter  of  lubricated  tapped 
holes  in  nonferrous  materials  may  tend  to  close  in,  that  is 
be  reduced  in  driving;  whereas  with  an  unlubricated  hole 
the  minor  diameter  may  tend  to  open  up  in  some  cases. 

(c)  Where  sealing  is  involved,  a  lubricant  should  be 
selected  which  is  insoluble  in  the  medium  being  sealed. 

7.  Driving  Speed. — This  trial  standard  makes  no 
recommendation  for  driving  speed.  Some  opinion  has 
been  advanced  that  careful  selection  and  control  of  driving 
speed  is  desirable  to  obtain  optimum  results  with  various 
combinations  of  surface  hardness  and  roughness.  Field 
experience  with  threads  made  to  this  standard  may 
indicate  what  limitations  should  be  placed  on  driving 
speeds. 

8.  Relation  op  Driving  Torque  to  Length  op 
Engagement. — Torques  increase  directly  as  the  length 
of  engagement.  American  research  indir^ates  that  this 
increase  is  proportionately  more  rapid  as  size  increases. 

9.  Break  loose  Torques  after  Reapplication. — 
This  trial  standard  does  not  establish  recommended  re¬ 
application  break  loose  torques  in  cases  where  repeated 
usage  is  involved.  Field  experience  with  a  large  variety 
of  sizes  and  materials  will  be  needed  to  establish  adequate 
values. 

10.  Assembly  Torques  for  Reapplication. — This 
trial  standard  docs  not  establish  assembly  torques  for 
reapplication.  Field  experience  with  a  large  variety  of 
sizes  and  materials  will  be  necessary  to  determine  the 
torques  which  will  insure  the  same  performance  where 
repeated  usage  is  involved. 


Table  11.3. — Interferences,  lengths  of  engagement,  and  torques,  class  5  * 


Approx,  torque  at  'uli 

Engascraent  lengths,  external  thread  lengths  and  tapped  hole  depths 

engagement  of  IHO 

Interferences  on  piteli 

in  ferrous  material 

diameter 

Sites  and  threads  per  Ineh 

In  brass  and  ferrous 

In  nonferrous  except  brass 

.Max 

Min 

Max 

Min 

n 

Tk  mill  s 

Bi 

mm 

Tt  min  s 

1 

2 

3 

Ei 

B 

6 

B 

8 

9 

10 

11 

in. 

fn. 

In. 

m. 

in. 

in. 

in. 

in. 

fHb 

n-ib 
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0.0055 

0.0003 

Ms 

u  +.  125 
-.000 

H 

)i 

'Ms 

12 

3 

§^#-18 . - . 

.0065 
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*^^*-.000 

')4j 

»)4a 
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^^•-,000 

‘56i 

19 

6 

^16 . 

.0070 

,0006 

‘Mt 

^  +.1.56 
^•-.000 

Ms 

'Ms 

IM> 

35 

10 

5^8-14 . 

,0080 

,0008 

»)64 

.  179 

'**-.000 

»«» 

l)4t 

MXL  +-179 
^  ^^*-.000 

1‘)64 

45 

IS 

.0084 

.0010 

H 

^+.192 

^-.000 

M 

IM 

j,.+.  192 
*^*-.000 

IM 

75 

20 

. 

.0002 

.0012 

+.208 

'^*-.000 

l')i> 

ps.  +.208 
*  ^*-.000 

1’M4 

90 

30 

. 

5i-ll . 

.0098 

.0014 

>)it 

’”-.000 

'Ms 

IMs 

*  ^**-.0(X) 

1»)45 

120 

37 

^-10 . 

.0105 

.0015 

'Ms 

,i4+.25U 

*^-.000 

IH 

IM 

21/  +•  250 

2Mo 

190 

60 

.0116 

.0018 

IMt 

*’.‘—.000 

IMs 

2M6 

+.2T8 
*  ’’’-.000 

2'M2 

250 

00 

. 

1-8 . 

.0128 

.0020 

IM 

m 

2M 

254 

125 

1^-7 . 

.0143 

.0025 

I')d 

I'Ms 

2' Ms 

3^^3 

470 

155 

lH-7 . 

.0143 

.0025 

IMs 

,7.+.357 

*'♦-.000 

IH 

3M 

,,,+.3.47 

‘’.‘-.000 

3’,i. 

580 

210 

1)4-0 . 

.0172 

.0030 

,W  +.417 
■‘^•"-.000 

2Ms 

SMs 

«w,+-417 

3’542 

705 

250 

1^-6 . 

.0172 

.0030 

IH 

2.-+.  417 
'^*-.000 

2M 

3)4 

*^*-.000 

4M 

840 

325 

•  This  table  b  based  on  eiternally  threaded  members  being  ASTM  A-32S  (SAE  grade  t)  or  better.  It  Is  for  rolled,  eut,  or  ground  threads. 
>>  La- Length  of  engagement. 

•  T,-Eitemal  thread  length. 

•  T, -Depth  of  full  form  thread  in  bole. 
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4.  TABLES  OF  DIMENSIONS,  TORQUES,  AND 
INTERFERENCES 

Tables  1 1 . 1  and  1 1 .2  of  the  standard  are  based  on  en  gage- 
ment  lengths,  external  thread  lengths,  and  tapping  hole 
depths  specified  in  table  11.3  and  in  compliance  with  the 
above  design  and  application  data. 

Table  11.1  contains  the  limits  of  size  for  external  threads. 

(а)  For  each  size,  it  contains  one  set  of  pitch  diameter 
limits  regardless  of  material  involved.  The  minimum 
pitch  diameter  is  larger  than  the  basic  pitch  diameter  of 
comparable  UNC  series  threads. 

(б)  For  driving  into  brass  and  into  ferrous  materials 
having  hardness  under  160  Bhn,  the  length  of  engagement 
is  iViU.  For  driving  into  other  nonferrous  materials,  the 
length  of  engagement  is  D.  In  both  cases,  the  minimum 
major  diameter  is  approximately  that  of  the  minimum 
major  diameter  for  class  2A. 

(c)  For  driving  into  ferrous  material  of  160  Bhn  and 
harder,  the  length  of  engagement  is  1%  D;  however,  the 
maximum  and  minimum  major  diameter  limits  are  reduced 
to  permit  plastic  flow  and  to  reduce  and  stabilize  driving 
torque. 

Table  11.2  contains  the  limits  of  size  for  internal  threads. 

(а)  One  set  of  pitch  diameter  limits  is  maintained  for 
each  size  regardless  of  material. 

(б)  The  hole  minor  diameter  limits  are  the  same  as  those 
of  class  3  for  all  sizes  in  nonferrous  materials  and  for  sizes 
up  to  and  including  ^  in.  in  ferrous  materials. 

For  in.  and  larger  sizes  in  ferrous  materials,  the 
minor  diameters  have  been  enlarged  slightly  in  order  to 
reduce  driving  torques,  and  tolerances  have  been  adjusted. 

Table  11.3  gives  interferences  and  engagement  lengths. 
For  lengths  of  engagement  of  IYaD,  the  external  thread 
length  and  depth  of  full  form  thread  in  tapped  holes  are 
set  at  \%D  with  a  tolerance  of  plus  2)ip,  minus  0.  For 
lengths  of  engagement  of  2^11,  the  length  of  external 
thread  and  depth  of  full  form  thread  in  the  tapped  hole 
are  set  at  2^^B  with  a  tolerance  of  plus  2}i  pitches,  minus  0. 


5.  EXTENSION  OF  THE  STANDARD 

1.  Small  Skbs  (Under  in.). — By  using  the  new 
principles  upon  which  this  standard  is  based,  stud  sizes 
may  be  extended  downward.  However,  adequate  data 
are  not  now  (1958)_available  to  permit  setting  a  standard. 
American  research  indicates  that  on  smaller  sizes  the  main 
reliance  for  producing  adequate  breakloose  torques  should 
be  placed  on  pitch  diameter  interference  and  not  on  in¬ 
creasing  the  length  of  engagement.  Extension  of  the 
standard  is  being  investigated  further. 

2.  Large  Sizes  (Over  IH  in.). — Although  there  is 
some  current  usage  of  interference  fits  on  large  size  threads, 
adequate  data  is  not  now  (1958)  available  to  permit 
setting  a  standard  on  larger  sizes. 

3.  Pine  Thread  Series. — Use  of  the  coarse  thread  series 
is  urged  unless  requirements  for  strength  of  the  stud  make 
a  finer  pitch  necessary.  No  research  data  are  available 
now  (1958)  to  enable  the  setting  of  a  trial  standard  for 
fine  thread  studs  having  reduced  major  diameters.  Indica¬ 
tions  are,  however,  that  the  product  of  the  ratio: 

Class  2A  UNF  PD  tolerance 
Class  2A  UNC  I’D  tolerance 

and  thefollowing  coarse  thread  characteristics  will  probably 
work: 

(a)  stud  major  diameter  tolerance, 

(b)  stud  pitch  diameter  tolerance, 

(c)  minimum  interference. 

Similarly,  the  above  prii,  'ioles  observed  in  setting  the  pitch 
and  major  diameter  limits  \.'i  the  fine  series  class  5  external 
thread  may  be  followed  in  deriving  the  pitch  and  minor 
diameters  of  the  internal  thread  for  the  nne  series. 

4.  8-Thbead  Series.  The  8-thread  series  is  now  (1958) 
being  investigated. 


APPENDIX  12.  THE  TIGHTENING  OF 
THREADED  FASTENERS  TO  PROPER 
TENSION 


The  effectiveness  of  a  threaded  fastener  usually  depends 
on  the  degree  to  which  it  is  initially  tightened,  and  in  some 
applications  the  amount  of  prestressing  within  a  narrow 
range  of  tension  is  critical.  For  example,  sufficient  tension 
must  be  produced  in  pipe  flange  bolts  to  exceed  the  longi¬ 
tudinal  forces  caused  by  the  pressure  in  the  piping,  so  that 
the  flanged  connection  does  not  leak.  The  same  problem 
is  faced  in  tightening  the  nuts  on  the  cylinder  head  of  an 
engine  block,  so  that  the  studs  are  all  stressed  equally  and 
to  a  tension  that  precludes  leakage.  In  statically  loaded 
structures  in  which  there  is  a  clearance  between  the  bolt 
and  the  members  held  together  the  clamping  tension  is 
important  where  rigidity  of  joints  is  desired  to  prevent 
relative  motion  of  such  members.  In  structures  subjected 
to  varying  or  alternating  stresses,  the  range  of  the  dynamic 
stress  in  the  members  varies  with  the  bolt  tension,  and 
consequently  the  fatigue  strer.gth  varies  with  the  bolt 
tension. 

Factors  affecting  the  maintenence  of  bolt  tension  are  the 
proportion  of  seating  area  to  thread  cross-section,  elastic 
properties  of  the  seating  material,  stretch  of  the  bolt, 
or  creep  of  the  bolt  under  load.  The  use  of  washers  or 
other  springy  members  in  a  fastener  assembly  tends  to 
reduce  the  amount  of  external  load  that  can  be  applied  to 
a  prestressed  fastener  before  the  load  becomes  additive  to 
the  initial  bolt  tension. 

In  the  design  of  bolted  connections,  enough  experience 
is  generally  available  to  determine  the  amount  of  the 
required  tension.  To  assure  that  such  tension  is  actually 
induced  in  the  bolt,  screw,  or  stud  when  the  joint  is 
assembled  requires  a  method  that  either  directly  or 
indirectly  measures  or  determines  the  amount  of  tension. 

In  the  laboratory  the  tension  induced  in  a  bolt  by 
tightening  the  nut  can  be  accurately  determined  in  a 
tensile  testing  machine.  In  the  practical  application  of 
fasteners  there  are  five  generally  used  methods  for  setting 
bolt  tension,  as  follows: 

1.  Micrometer  method,  in  which  both  ends  of  the  bolt 
must  be  accessible  to  measure  the  change  in  the  overall 
length  of  the  bolt. 

2.  “Feel”  method,  applicable  only  when  the  desired 
tensile  stress  is  just  beyond  the  yield  point  of  the  bolt 
material. 

3.  Torque  measurement  methods,  which  require  that 
the  torque-tension  relationship  be  established  for  the 
specific  conditions  of  assembly. 

4.  .Angular  turn-of-the-nut  method. 

5.  Use  of  special  devices  for  controlling  tension. 


1.  MICROMETER  METHOD 


When  a  bolt  is  tightened,  it  elongates  as  the  tension  in 
the  bolt  is  increased.  Since  the  modulus  of  elasticity  is 
practically  constant  at  29,500,000  psi  for  all  steels  at  room 
temperature,  the  following  formula  applies: 


Desired  stress  in  bolt  in  psi 
29,500,000 


= elongation  in  inches  per  inch 
f  effective  length,  L,  (see 
g.  12.1.) 


Example:  For  a  length  L,  of  5  In.  and  a  desired  stress  of 
45,000  psi. 


Elongation=^i|gj^X5=  0.0076  in. 


To  apply  this  method,  the  length  of  the  bolt  is  measured 
by  a  micrometer  before  tightening.  The  bolt  is  then 
tightened  until  it  has  elongated  the  required  amount. 
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4.  ANGULAR  TURN  OF  NUT  METHOD 


I 


EQUAL- 


EQUAL  EQUAL - 

•4 - L,  INCHES - 


-  EQUAL 


A  procedure  that  is  consistently  being  used  in  the  in¬ 
stallation  of  high  strength  bolts  in  structures  is  based  on 
the  turn-of-the-nut  method.  The  nut  is  first  tightened 
to  seat  the  contacting  surfaces  firmly.  It  is  then  loosened 
sufficiently,  if  deemed  necessary,  to  just  release  the  bolt 
tension.  This  nut  is  then  tightened  through  a  specified 
fraction  of  a  turn  to  produce  the  required  bolt  tension. 
The  angle  through  which  the  nut  should  be  turned  will  be 
different  for  each  bolt  size,  length,  material,  threads  per 
inch,  and  will  also  vary  with  the  elastic  properties  of  the 
abutting  material. 

5.  USE  OF  SPECIAL  DEVICES  FOR  CONTROLLING 
TENSION 


Fioube  12.1. — Effective  length  applicable  in  elongation 
formula. 


The  micrometer  method  is  applicable  for  bolts  that  are 
threaded  their  entire  length  or  for  bolts  that  are  so  designed 
that  the  elongation  will  be  uniform  throughout  the  length. 
This  method  is  not  practical  for  general  use  but  may  be 
used  for  spot  checking.  It  may  ^so  be  applicable  in  es¬ 
tablishing  torque-tension  relationships  when  a  tensile 
testing  machine  is  not  available. 

2.  “FEEL”  METHOD 

Authorities  agree  that  when  an  assembly  has  been  prop¬ 
erly  designed,  the  yield  point  of  the  bolt  may  be  slightly 
exceeded  without  harmful  results.  When  a  skilled  work¬ 
man  is  tightening  a  nut,  he  can  “feel”  a  very  slight  yield 
in  the  bolt  when  the  yield  point  has  been  reached,  and  he 
stops  tightening  when  he  feels  this  yield. 

3.  TORQUE  MEASUREMENT  METHOD 

In  most  applications  of  threaded  fasteners,  it  is  not 
practicable  to  measure  directly  the  tension  produced  in 
each  fastener  during  assembly.  Fortunately,  for  many 
applications  the  tension  may  be  controlled  within  satis¬ 
factory  limits  by  applying  known  torques  in  tightening 
the  nuts  on  the  bolts  or  studs.  Tests  in  numerous  labora¬ 
tories  have  shown  that  satisfactory  torque-tension  rela¬ 
tionships  may  be  established  for  a  given  set  of  conditions, 
but  that  the  change  of  any  one  variable  may  alter  the 
relationship  markedly.  Because  of  the  fact  that  most  of 
the  applied  torque  is  absorbed  in  indeterminate  friction,  a 
change  in  the  surface  roughness  of  the  bearing  surfaces  or 
of  the  threads,  or  a  change  in  lubrication  will  drastically 
affect  the  friction  and  thus  the  torque-tension  relationship. 
Thus,  it  must  be  recognized  that  a  given  torque  will  not 
alwa^  produce  a  definite  stress  in  the  bolt  but  will  prob¬ 
ably  induce  a  stress  that  lies  in  a  stress  range  that  is 
satisfactory. 

The  torque-tension  relationship  for  a  given  set  of  con¬ 
ditions  may  be  established  by  means  of  a  torque-wrench 
in  combination  with  a  tensile  testing  machine  or  by  the 
micrometer  method  described  above.  When  both  ends  of 
a  fastener  are  not  accessible  for  measurement,  if  the  diam¬ 
eter  of  the  bolt  or  stud  is  sufficiently  large  an  axial  hole 
may  be  drilled  in  it,  see  figure  12.2.  By  applying  a  mi¬ 
crometer  depth  gage  to  determine  the  change  in  depth  of 
the  hole  during  tightening  of  the  fastener  the  tension  can 
be  determined. 


Figube  12.2. — Drilling  for  elongation  delei  mination  when 
one  ertd  is  not  accessible. 


There  are  some  specialized  proprietary  devices  avail¬ 
able  whose  function  is  accurately  to  control  the  tension 
induced  in  the  bolt.  These  devices  are  operative  even 
when  both  ends  of  the  fastener  are  not  available  for  meas¬ 
urement.  They  are  known  as  preload  indicating  washers, 
load  sensitive  screws,  and  tru-load  bolts. 

(o)  Preload  indicating  washer. — This  device  consists  of 
two  concentric  steel  rings  sandwiched  between  two  close- 
tolerance,  hardened  steel  washers.  The  inner  ring  is 
smaller  in  diameter  and  higher  than  the  outer  by  a  pre¬ 
determined  amount.  A  known  preload  in  the  bolt  is 
indicated  when  the  inner  ring  is  compressed  to  the  jioint 
where  the  outer  ring  can  no  longer  be  moved  freely  by 
means  of  a  pin  inserted  into  one  of  the  peripheral  holes. 

(5)  Load  sensitive  screw. — A  screw  is  made  load  sensitive 
by  having  a  spiecial  resistance-type  strain  gage  potted 
axially  at  its  center.  The  change  in  resistance  of  the  strain 
gage  IS  read  on  a  calibrated  potentiometer  as  actual  bolt 
tension. 

(c)  Tru-load  boU. — The  “tru-load”  bolt  provides  a 
positive  means  for  indicating  the  actual  tensile  loading 
on  a  bolt  by  the  amount  of  elongation.  It  consists  of 
almost  any  kind  of  bolt  modified  to  contain  a  pin  inserted 
along  the  axis  of  the  bolt.  The  pin  is  in  contact  with  the 
bolt  only  at  the  inner  end.  The  pin  usually  is  made  to 
be  flush  with  the  bolt  head  surface  before  loading.  As 
the  bolt  is  loaded,  the  elongation  produced  in  the  bolt 
causes  the  pin  surface  to  move  below  the  reference  surface. 
This  change  in  distance  is  converted  directly  into  unit 
stress  by  gaging  with  a  calibrated  dial  gage. 

For  some  applicatk  ns,  it  may  be  desirable  to  have  the 
indicating  pin  exteni  above  the  top  of  the  bolt  before 
tightening.  When  tl  e  load  is  applied,  the  pin  withdraws 
into  the  bolt.  The  le  igth  of  the  pin  is  such  that  when  the 
full  load  has  been  applied,  the  pin  will  be  drawn  in  until  it 
is  flush  with  the  top  (  f  the  bolt.  A  dial  depth  gage  reading 
of  zero  then  indicate.i  full  preload. 
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APPENDIX  13.  THREE- WIRE  METHOD  OF 
MEASUREMENT  OF  PITCH  DIAMETER 
OF  29°  ACME,  29°  STUB  ACME,  AND 
BUTTRESS  THREADS  * 

The  computed  value  for  the  pitch  diameter  of  a  screw 
thread  gage  obtained  from  readings  over  wires  will  depend 
upon  the  accuracy  of  the  measuring  instrument  used, 
the  contact  load,  and  the  value  of  the  diameter  of  the 
wires  used  in  the  computations.  In  order  to  measure 
the  pitch  diameter  of  a  screw-thread  gage  to  an  accuracy 
of  0.0001  inch  by  means  of  wires,  it  is  necessary  to  know 
the  wire  diameters  to  0.00002  in.  Accordingly,  it  is 
necessary  to  use  a  measuring  instrument  which  reads 
accurately  to  0.00001  in. 

Variations  in  diameter  around  the  wire  should  be  deter¬ 
mined  by  rotating  the  wire  between  a  measuring  contact 
and  an  anvil  having  the  form  of  a  V-groove  cut  on  a 
cylinder  and  having  the  same  flank  angles,  14‘’30',  as  the 
thread  to  be  measured.  As  thus  measured  the  limit  on 
roundness  deviation  shall  be  0.00005  in. 

To  avoid  a  permanent  deformation  of  the  material  of 
the  wires  and  gages  it  is  necessary  to  limit  the  contact 
load,  and  for  consistent  results  a  standard  practice  as  to 
contact  load  in  making  wire  measurements  of  hardened 
screw  thread  gages  is  necessary. 

In  the  case  of  Acme  threads  the  wire  presses  against 
the  sides  of  the  thread  with  a  pressure  of  approximately 
^-wice  that  of  the  measuring  instrument.  This  would 
indicate  that  the  diameter  of  the  wires  should  be  measured 
agiinst  a  hardened  cylinder  having  a  radius  equal  to  the 
radius  of  curvature  of  the  helical  surface  of  the  thread 
at  the  point  of  contact,  using  approximately  twice  the 
load  to  be  used  in  making  pitch  diameter  readings.  As 
with  60“  threads  it  is  not  practical  to  use  such  a  variety 
of  sizes,  and  it  is  recommended  that  the  measurements  of 
wire  diameter  be  made  between  a  flat  contact  and  a 
0.750-in.  hardened  and  accurately  flnished  steel  cylinder. 
To  limit  the  tendency  of  the  wires  to  wedge  in  and  deform 
the  sides  of  an  Acme  thread,  it  is  recommended  that  pitch 
diameter  measurements  on  8  tpi  and  finer  be  made  at 
1  lb.  For  coarser  pitches  and  larger  wires  the  deformation 
of  wires  and  threads  is  less  than  for  finer  pitches.  Further¬ 
more,  the  coarser  pitches  are  used  on  larger  and  heavier 
product,  on  which  the  pitch  diameter  tolerance  is  greater 
and  a  larger  measuring  load  may  be  required  to  make 
satisfactory  measurements.  It  is,  therefore,  recommended 
that  for  tpi  coarser  than  8,  the  pitch  diameter  be 
measured  at  2}i  lb. 

The  standard  specification  for  wires  and  standard 
practice  in  the  measurement  of  wires  stated  in  1128  (1957) 
rart  I,  Appendix  4,  p.  196,  are  applicable  to  wires  for 
Acme,  Stub  Acme,  and  Buttress  threads,  with  the  above- 
stated  exceptions  as  to  angle  of  V-groove  and  limit  on 
roundness. 

'  See  Appendix  4,  Part  I,  parts  of  which  are  applicable  to  this  appeodli. 
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1.  ACME  AND  STUB  ACME  THREADS  (29°) 

The  combination  of  small  flank  angle  and  large  lead 
angle  that  is  characteristic  of  Acme  threads  results  in 
a  relatively  large  lend-angle  correction  to  be  applied  in 
wire  measurements  of  pitch  diameter  of  such  threads.  In 
the  case  of  multiple-start  threads  the  geometry  is  such 
that  it  is  no  longer  feasible  to  make  the  usual  simplifying 
assumptions  as  to  the  positions  of  contact  of  the  wire  in 
the  thread.  Accordingly,  in  this  appendix  measurements 
of  single-start  threads  (with  lead  angles  generally  less 
than  5°)  are  treated  as  they  were  in  the  1950  Supplement 
to  1128  (1944),  whereas  for  threads  having  lead  angles 
greater  than  5“  the  necessary  refinements  in  the  calculations 
are  presented. 

(«)  SINGLE-START  EXTERNAL  THREADS 

The  general  formula  *  is: 

-tfl(l+coseca')  (1) 

in  which 

H=  pitch  diameter, 

A/„= measurement  over  wires, 
a= half-angle  of  thread, 
n= threads  per  inch=  1 /pitch, 

«)=wire  diameter, 
a'  =  tan-'  (tan  a  cos  X) 

X=lcad  angle  at  pitch  diameter. 

For  a  half -angle  of  14“30',  formula  (1)  takes  the  form 

_  ,,  ,  1.9.33  357  ,,  ,  ,, 

E=Mu,-\ - u>(l-[-cosec  a')  (2) 

n 

The  diameter,  to,  of  the  wires  used  should  be  as  close  as 
practicable  to  the  size  that  will  contact  the  flanks  of  the 
thrciul  at  the  pitch  line,  to  minimize  errors  caused  by 
deviations  of  the  flank  angle  from  nominal  value.  The 
bestsize  wire,  to  be  applied  only  where  the  lend  angle  does 
not  exceed  approximately  5°,  may  be  taken  as 

sec  o  0.516  450 

"’‘=-2ir=-^r- 

for  which  values  are  tabulated  in  table  13.1. 


Table  13.1. — Wire  sizes  and  constants,  single-start  Acme 
and  Stub-Acme  threads  (29°) 


Threads  i)cr  Inch 

Pitch, 

1 

Wlrosire.s  * 

0.516450P 

Maximum, 

0.650013P 

Minimum, 

0.487263P 

1 

2 

3 

4 

5 

in. 

in. 

in. 

in. 

16 . 

0.03228 

0. 04063 

0.03045 

14 . 

.07143 

.03689 

.04643 

.03480 

12  . 

.08333 

.04304 

.06417 

.04061 

10  . 

.10000 

.05164 

.06500 

.04873 

9  . 

.11111 

.a5738 

.07222 

.05414 

8 . 

.  12.'i00 

.064.56 

. 08125 

.06091 

7 . 

.14286 

.07378 

.09286 

.06961 

6 . 

.16667  ! 

.08608 

.10834 

.06121 

5  - .  . 

.20000 

.10329  i 

.13000 

.09745 

4  . 

.tvxio 

.12911 

.  162.V) 

.12182 

. . 

.28.'i71 

.  14756 

.  1857? 

.13922 

3  .  . 

.33333 

.  17215  1 

.21667 

.16242 

2H  .  . 

.40000 

.30A.VI 

.26001 

.19491 

2 . 

.50000 

.25822 

.32501 

.24363 

m  . 

.66667 

.34430 

.43334 

.32484 

iw  . 

.75000 

.38734 

. 48751 

.36545 

1.00000 

.51645 

.65001 

.48726 

•  B&sihI  on  tero  \vnA  angle. 


*  Equation  (2),  ii28  (1957)  Part  I,  p.  197. 


rur  BLttuuaru  umiiieLer*piiuu  cuiiiuiiiaiiuua  ui  Aciiie  or 

Stub  Acme  threads,  and  if  the  best-size  wire  is  used,  the 
computations  are  simplified  by  the  use  of  tables  13.2  or 
13.3,  thus 

E^M „-co\.  7,  (4) 

or,  if  E  differs  appreciably  from  the  basic  value  given  in 
column  3, 

E=M^-co\.  7-100  (col.  Z-Ei)  col.  8,  (5) 

where  Ei  =  M„—co\.  7. 

If  the  measured  wire  diameter,  w',  differs  slightly  (not 
more  than  0.0003  in.)  from  the  best  size,  w,  shown  in 
column  4 

E—M„— col.  7—5  («>'  —  «))  — 100  (col.  3— .Bi)  col.  8.  (6) 

However,  the  correction  derived  from  column  8  is  seldom 
significant  in  amount  for  standard  diameter-pitch  com¬ 
binations. 


values  oi  me  icriii  vi-reosce  a  )  arc  sivcii  iii  rauie  ro.t 
for  use  when  threads  of  other  than  standard  diameter-pitch 
combinations  are  to  be  measured.  Values  for  inter¬ 
mediate  lead  angles  may  be  determined  by  interpolation. 

The  three-wire  measurement  of  Stub  .4.cme  threads 
corresponds  to  that  of  29°  Acme  threads.  However, 
because  of  the  shallower  root  on  the  Stub  Acme  threads, 
no  smaller  wire  than  the  best-size  wire  given  in  table  13.3 
shall  be  used.  There  can  be  instances  when  the  best-size 
wire  will  touch  the  thread  root.  Hence,  a  check  should 
always  be  made  to  ensure  that  the  wires  do  not  touch  the 
thread  root. 

(b)  MULTIPLE-START  EXTERNAL  THREADS 

Multiple-Start  threads  commonly  have  lead  angles 
greater  than  5°.  In  those  exceptional  cases  that  have 
smaller  lead  angles  the  procedures  described  above  may 
be  applied.  For  larger  lead  angles  there  are  two  pro¬ 
cedures  available  that  give  almost  identical  results;  that 
is  the  discrepency  between  the  values  obtained  for  the 


Table  13.2. — Values  for  wire  measurements  of  single-start  standard  Acme  threads  (S9°) 


Sizes 

Threads 
per  Inch 

Basle  pitch 
diameter 

Best  wilt*  sire, 
0.5l64.Sn 

IT  — - 

n 

cot  14°30' 

2n 

1 

wO+cosecaO 

Col.  6  minus 
col.  5  • 

Change  In 
cols.  6  and  7 
fM>r  0.01  in. 
change  in 
pitch  diame¬ 
ter  (coi.  3) 

> 

2 

3 

1  4 

5 

c 

7 

8 

Aii  general  purpose  and  classes  2C»  3C,  and  4C  ceutraiiting 


fn. 

M . 

16 

fn, 

0.2188 

in. 

0.03228 

0. 1208.3.5 

fn. 

0. 161704 

fn. 

a  040860 

in. 

0. 000049 

. 

14 

.2768 

.a3689 

.138097 

.184692 

.046505 

.000036 

12 

.m3 

.04.304 

.16111.3 

.215448 

. 054335 

.0IK)032 

12 

.04.304 

.161113 

.215.300 

.0.54187 

.000019 

M . 

10 

.4500 

.05164 

.  193.336 

.  258.370 

.065034 

.000022 

H . 

8 

.5625 

.06456 

.241670 

.323013 

.  081343 

.006022 

}4 . 

6 

.6667 

.08608 

.322226 

.  4:^98 

. 108672 

.000030 

a . 

6 

.7917 

.08608 

..322226 

.  43(M»)1 

.  108:J75 

.000022 

1 . 

5 

.9000 

.10320 

.386f>71 

.516791 

.130120 

.000019 

la . 

6 

1.0250 

.10329 

.380071 

.510567 

.120896 

.000014 

114. . . 

6 

1.1.500 

.10329 

.386671 

.516412 

.120741 

.000011 

m . 

4 

1.2500 

.12911 

.  4m39 

.645744 

.  162405 

.000014 

IH . 

4 

1.3750 

.12011 

.483339 

.645575 

.162236 

.000014 

i« . 

■  4 

1.62.50 

.12911 

.483.339 

.645346 

.162007 

.000006 

2 . 

4 

1.87.50 

.12911 

.  483.3.39 

.645202 

.  161863 

.00000.5 

214 . 

3 

2.0833 

.17215 

.644452 

.860.541 

.  216089 

.000007 

2M . . 

3 

2.  .3333 

.  17215 

.  6444.52 

.86a368 

.215916 

.000005 

3 

2.583:1 

. 17215 

.  644452 

.860247 

.  215795 

.000003 

2 

2.7500 

.25822 

.966678 

1.291149 

.324471 

.000010 

2 

3.  Z500 

.2.5822 

.  W)<)<)78 

1.  290()94 

.  324016 

.000008 

2 

3.7.500 

.25822 

.  0t><)678 

1.2904a3 

.  32:472.5 

.000004 

2 

4. 2500 

.25822 

.966678 

1.29U210 

.  32:4.532 

.000004 

2 

4. 7500 

.25822 

.966678 

1.290075 

.323395 

.000003 

Classes  sC  and  6C  ocntmlizlng 


H . . 

10 

.4:423 

.05164 

.  193:{3h 

.258410 

.065074 

.000022 

H . 

8 

.5427 

.064.56 

.  241670 

.323057 

.  081387 

.000022 

. 

6 

.6451 

.08608 

.322226 

.430964 

.108738 

.000030 

H . 

6 

.7683 

.08608 

.322228 

.430653 

.108427 

.000022 

1 . 

5 

.5750 

.10329 

.386671 

.516846 

.  130175 

.000019 

Ui . 

S 

.9985 

.ia329 

.386671 

.516606 

.120035 

.000015 

n< . 

5 

1. 1220 

.10329 

.386671 

.516443 

.  129772 

.000011 

m . 

4 

1.2207 

.12911 

.48.33.39 

.  645774 

.  162435 

.000014 

IM . 

4 

1.3444 

.12911 

.483339 

.645618 

. 162279 

.000014 

IM . 

4 

1.5919 

.12911 

.483.339 

.645366 

.162027 

.000006 

2 . 

4 

1.8396 

.  12911 

.483339 

.645221 

.161882 

.000005 

2K . 

3 

3.0458 

.  17215 

.644452 

. 860570 

.216118 

.000007 

214 . 

3 

Z2938 

. 17215 

.644452 

.86a3H9 

.215937 

.000005 

m . 

3 

2.5418 

.  17215 

.644452 

.860260 

.215808 

.000003 

s . 

2 

2.7067 

.25822 

.966678 

1.291198 

.324520 

.000010 

SM . 

2 

3.2032 

.25822 

. 966678 

1.290733 

.324055 

.000008 

4 . 

2 

3.70U0 

.25822 

.966678 

1.290422 

.323744 

.000004 

4M . 

2 

4. 1970 

.25822 

.066678 

1.200229 

.323551 

.000004 

6 . 

2 

4.6941 

.25822 

.966678 

1.290093 

.323415 

.000003 

»  Given  to  six  decimal  places  for  purposes  of  computation.  After  subtracting  from  Mm  tbe  final  result  should  be  rounded  to  four  places. 
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Table  13.3. — Values  for  wire  measurements  of  single-start  standard  Stub  Acme  threads  {S0“) 


Sizes 

Threads 
per  Inch 

Basic  pitch 
diameter 

Best  ^re  she, 

0.516450 

- 

n 

cot  14'>80' 

2n 

w(l+eoscca') 

Col.  6  minus 
col.  5  • 

Change  In 
coLs.  6  and  7 
perO.Ol  In. 
change  In 
pitch  diame¬ 
ter  (col.  3/ 

1 

2 

3 

4 

5 

6 

7 

8 

tn. 

in. 

in. 

tn. 

in. 

in. 

M . 

16 

|i|i  1 

0.040687 

0. 000044 

He . 

14 

.2911 

.184047 

.046550 

.00003’ 

W . 

12 

.  161113 

.054294 

.000025 

Me . 

12 

.4125 

.161113 

.215477 

.054364 

.000018 

M . 

10 

.05U>4 

.  193336 

258329 

.064993 

.000021 

H . 

8 

.5875 

.06456 

.241670 

.322961 

.081291 

.000021 

N . 

6 

'h'l'  1 

.322226 

.430800 

108574 

.000030 

It . 

6 

.8250 

.08608 

.322226 

.430542 

.  108316 

.000019 

1 . 

.9400 

.  10329 

.386671 

. 516707 

.130036 

.000021 

IH . 

1.0650 

.10329 

.386671 

.516620 

.  129949 

.000014 

IH . 

1. 1900 

.10329 

.386671 

.516356 

.  129685 

.000014 

IH . 

1.3000 

.12911 

.  4H.^^39 

.645669 

.  162330 

.000014 

1.4250 

.  12911 

.483339 

.645518 

. 162179 

.000012 

IM . 

1.6750 

.12911 

.4833.39 

.645310 

. 161971 

.000007 

2 . 

1.9250 

.12911 

.483339 

.645178 

.  161839 

.000005 

2M . 

3 

2. 1500 

.  17215 

.644452 

'  'll ''  III 

.  216081 

.000004 

2H . . 

3 

2.4000 

.  17215 

.  644452 

.860332 

.215880 

.000005 

2?4 . 

3 

2.6500 

.  17215 

.644452 

.860218 

. 215766 

.000004 

3 . 

2.8500 

.25822 

.066678 

1.291035 

.324357 

.000011 

3.3500 

.25822 

'r  U'l 

1.290620 

.323942 

.000007 

3.8500 

.25822 

.966678 

1.290356 

.323678 

.000004 

. 

4.3500 

.25822 

.966678 

1.290176 

.323498 

.000003 

mm 

4.8500 

.25822 

.966678 

1.290049 

.323371 

.000003 

•  Olven  to  sii  decimal  places  (or  purposes  of  computation.  After  subtracting  from  M,  the  final  result  should  he  rounded  to  four  places. 


lead  angle  correction,  e,  is  well  within  the  possible  observa¬ 
tional  error  in  making  the  measurement  of  pitch  diameter. 
The  methods  are  those  of  Marriner  and  Wood  [26],*  based 
on  the  analytical  approach  of  Gary  [22]  and  of  Vogel  [21]. 

It  is  necessary  to  determine  the  best-wire  size  for  the 
individual  thread,  as  this  size  is  dependent  on  the  lead 
angle  of  the  thread.  This  determination  is  simplified  by 
extracting  from  table  13.5  the  wire  diameter  (interpolating 
If  necessary)  for  a  1-in.  axial  pitch  screw  and  dividing  by 
the.  threads  per  inch  [15].  Thus, 

w=wiln  (7) 

The  pitch  diameter  is  given  by  formulas,  as  follows: 

E=M„-{C+c)  (8) 

where  £= pitch  diameter 

M«= measurement  over  wires 

C=ti;(H-cosec  a)  — (cot  a)/2n  (9) 

=  4.993  929«;- 1.933  357/n 

c=2{0P-00)  of  figure  13.1  (10) 

Tabular  values  for  (C-t-c)i  for  a  1-in.  axial  pitch  screw  are 

also  given  in  table  13.5  and  references  [15]  and  [21],  which 
should  be  divided  by  the  threads  per  inch  for  a  given  case. 

In  figure  13.1  the  actual  points  of  contact  of  the  wire 
with  the  thread  flanks  are  at  A  and  B.  Under  certain 
conditions  a  wire  may  contact  one  flank  at  two  points,  in 
which  case  it  is  advisable  to  use  a  ball,  equal  in  diameter 
to  the  wire.  The  value  of  c  Is  the  same  for  a  ball  as  for 
a  wire.  The  conditions  determining  single  or  double 
contact  are  dealt  with  below. 


<  S«e  references  listed  In  the  blbliognpby  at  tbe  end  at  this  appendix. 


Table  13.4 — Values  of  (1-fcosec  a')  for  a—14°30'  and 
lead  angles  from  0  to  6“ 


Lead 

1+cosec  ot' 

DllTerencc 

l,ead 

l-fcosec  o' 

DlHercncc 

angle,  X 

angle,  X 

1 

2 

3 

1 

2 

3 

deff  min 

den  TPin 

0  0 

4.99393 

2  30 

4.99748 

24 

25 

26 

27 

27 

28 

5 

393 

1 

35 

772 

10 

394 

40 

797 

15 

396 

3 

45 

823 

20 

399 

60 

850 

25 

403 

4 

55 

877 

3  0 

905 

29 

30 

31 

31 

32 

33 

30 

407 

5 

934 

36 

412 

10 

964 

40 

418 

15 

995 

45 

425 

20 

5.00026 

60 

56 

432 

440 

8 

25 

068 

30 

091 

34 

35 

35 

36 

37 

38 

35 

125 

1  0 

449 

10 

11 

11 

12 

13 

14 

40 

160 

5 

459 

45 

195 

10 

470 

50 

231 

15 

20 

481 

493 

55 

268 

25 

506 

4  0 

5 

10 

306 

345 

384 

39 

39 

40 

41 

42 

43 

30 

520 

15 

15 

16 

17 

18 

19 

15 

424 

35 

635 

20 

465 

40 

45 

650 

566 

25 

607 

50 

683 

30 

550 

43 

44 

45 

46 

47 

48 

56 

601 

35 

40 

593 

637 

45 

682 

2  0 

620 

19 

20 

21 

22 

23 

23 

.50 

728 

6 

10 

639 

659 

55 

775 

15 

680 

5  0 

823 

48 

49 

20 

702 

5 

871 

25 

725 

10 

920 

56 


To  evaluate  c 


sin  (3+7  sin  a  cos  /s) 

OP=y  eosacosfi-h- — - -  (11) 

0Q=  K+^cosec  a  (12) 

7= distance  from  contact  point  ^  to  a  point  L  on 
the  thread  axis,  measured  parallel  to  an  element 
of  the  thread  flank,  in  the  axial  plane  containing 
£/A. 

(designated  the  “key  angle”  by  Vogel)  angle  in 
a  plane  perpendicular  to  the  thread  axis  between 
lines  connecting  the  point  0  on  the  thread  axis, 
to  the  axis  of  the  wire  (or  center  of  the  ball)  and 
to  the  point  of  contact  of  the  wire  and  thread 
flank,  respectively. 


The  values  of  (3  and  7  are  determined  by  the  following 
equations: 


sin  /3= 


w  /  I  cos  0  .  ■ 

n  (  :5 - ta"  a  sin  p  I 

2  \2ir7  cos  a _  / 

K  10 


yss - \- 

COS 


;  \  2  2ir  sin  a 


(13) 


(14) 


These  are  simultaneous  equations  in  0  and  7  which  cannot 
be  solved  directly  but  can  be  solved  by  iteration.  Letting 
^=0,  the  first  approximation  for  7  is 

to =K  sec  or +'^  cot  or  (15) 


Table  13.5. — Best  wire  diameters  and  constants  for  large  lead  angles,  1-in.  axial  pitch  Acme  and  Stub  Acme  threads  {09°) 


Lead 
angle,  X 

1-start  threads 

2-start  threads 

Lead 
angle*  X 

2-start  threads 

3-start  threads 

tDt 

(C-hc), 

(C+c), 

W| 

(C-hc)i 

w* 

(C-l-c), 

1 

2 

3 

4 

5 

1 

4 

5 

6 

7 

dee 

in. 

in. 

in. 

in. 

deo 

in. 

in. 

in. 

in. 

6.0 

0.51450 

0.64311 

0. 51443 

0.04290 

0.50864 

0.63518 

0.50847 

0.63463 

5.1 

.51442 

.64301 

.51435 

.64279 

10.1 

.50849 

.63498 

.50831 

.63442 

5.2 

.  51435 

.64291 

.51427 

.64268 

10.2 

.50834 

.6:^78 

.50815 

.63420 

5.3 

.51427 

.64282 

.51418 

.54256 

10.3 

.50818 

.63457 

.50800 

.63399 

5.4 

.51410 

.64272 

.51410 

.64245 

10.4 

.50802 

.63436 

.5C.'84 

.63378 

5.5 

.51411 

.64261 

.51401 

.64233 

10.5 

.50786 

.63416 

.50768 

.63356 

6.e 

.51403 

.64251 

.51393 

.64221 

10.6 

.50771 

.68395 

.  50751 

.63333 

5.7 

.51395 

.64240 

.51384 

.64309 

10.7 

.50755 

.63375 

.50735 

.63311 

S.8 

.81386 

.64229 

.51375 

.64196 

10.8 

.50739 

.63354 

.50718 

.63288 

5.9 

.  51377 

.64218 

.51366 

.64184 

10.9 

.50723 

.63333 

.50701 

.63265 

6.0 

.81368 

.64207 

.81386 

.64171 

11.0 

.50707 

.63313 

•som 

.63242 

6.1 

.81389 

.64195 

.51346 

.64157 

11.1 

.50691 

.63292 

.S0667 

.63219 

6.2 

.81380 

.64184 

.81336 

.64144 

11.2 

.S0674 

.63271 

.50649 

.63195 

6.3 

.81340 

.64172 

.51327 

.64131 

11.3 

.30658 

.632S0 

.30032 

.63172 

6.4 

.81330 

.64160 

.51317 

.64117 

11.4 

.50641 

.63228 

.50615 

.63149 

6.5 

.81320 

.64147 

.51306 

.64103 

11.5 

.50623 

.63206 

.S0597 

.63126 

6.6 

.51310 

.64134 

.51296 

.64089 

11.6 

.50606 

.63184 

.S0579 

.63102 

6.7 

.51300 

.64122 

.51285 

.64075 

11.7 

.50589 

.63162 

.50661 

.63078 

6.8 

.51290 

.64110 

.51275 

.64061 

11.8 

.50571 

.63140 

.50544 

.63055 

6.9 

.51280 

.64097 

.51264 

.64046 

11.9 

.50553 

.63117 

.50526 

.63031 

7,0 

.51270 

.64085 

.51254 

.64032 

12.0 

.50535 

.63095 

.50607 

.63006 

7.1 

.51258 

.64072 

.51243 

.64017 

12.1 

.50517 

.63072 

.50488 

.62981 

7.2 

.51249 

.64060 

.51232 

.^002 

12.2 

.50500 

.63050 

.50470 

.62956 

7.3 

.51238 

.64047 

.51221 

.63987 

12.3 

.50482 

.63027 

.50451 

.62931 

7.4 

.51227 

.64034 

.51209 

.63972 

12.4 

.50464 

.63004 

.50432 

.62906 

7.5 

.51217 

.64021 

.51198 

.63957 

12.5 

.50445 

.62981 

.50413 

.62881 

7.6 

.61206 

.64008 

.51186 

.63041 

12.6 

.50427 

.62958 

.50394 

.62856 

7.7 

.51196 

.63996 

.51174 

.6391:5 

12.7 

.50408 

.62934 

.50375 

.62830 

7.8 

.51186 

.63983 

.51162 

.63909 

12.8 

.50389 

.62911 

.50356 

.62805 

7.» 

.51175 

.63970 

.51150 

.63892 

12.9 

.50371 

.62888 

.50336 

.62779 

&0 

.51164 

.63957 

.51138 

.63876 

13.0 

.50352 

.62865 

.50316 

.62752 

8.1 

.51153 

.63944 

.51125 

.63859 

13.1 

.50333 

.62841 

.50295 

.  62725 

8.2 

.  51142 

.63930 

.51113 

.63843 

13.2 

.50313 

.62817 

.50275 

.62699 

as 

.51130 

.63016 

.51101 

.63827 

13.3 

.50293 

.62792 

.50255 

.62672 

8.4 

.51118 

.63902 

.51088 

.63810 

13.4 

.50274 

.62768 

.50235 

.62646 

8.5 

.51105 

.63887 

.51075 

.63793 

13.5 

.50254 

.62743 

.50214 

.62619 

8.6 

.51063 

.63873 

.51062 

.63775 

13.6 

.50234 

.62718 

.50194 

.62592 

8.7 

.51081 

.63858 

.51049 

.63758 

13.7 

.50215 

.62694 

.50173 

.62564 

8.8 

.51069 

.63845 

.51035 

.63740 

13.8 

.50195 

.62670 

.50152 

.62537 

8.6 

. 51057 

.63831 

.51022 

.63722 

13.9 

.50175 

.62M5 

.50131 

.62509 

«.o 

.51044 

.63817 

.51008 

.63704 

14.0 

.50155 

.62621 

.50110 

.62481 

0.1 

.51032 

.63802 

.50993 

.63685 

14.1 

.50135 

.62596 

.50089 

.62453 

t.2 

. 51019 

.63788 

.50979 

.63667 

14.2 

.50115 

.62571 

.50068 

.62425 

0.3 

.51006 

.63774 

.50965 

.63649 

14.3 

.50094 

.62546 

.50046 

.62397 

0  4 

.50993 

.63759 

.50051 

.63630 

14.4 

.50073 

.62520 

.50024 

.62368 

0.5 

.50981 

.63744 

.50937 

.63612 

14.5 

.50051 

.62494 

.50003 

.62340 

«.6 

.50968 

.63730 

.50922 

.63593 

14.6 

.50030 

.62468 

.49981 

.62312 

0.7 

.80958 

.63715 

.50908 

.63574 

14.7 

.50009 

.62442 

.49959 

.62283 

t.8 

.50041 

.63700 

.50883 

.63555 

14.8 

.49988 

.62417 

.49936 

.62253 

«.t 

.50027 

.63685 

.50879 

.63537 

14.9 

.49966 

.62391 

.49914 

.62224 

10.0 

.50013 

63670 

.50864 

.63518 

15.0 

.49945 

.62365 

.49891 

.62195 

57 


This  approximate  value  of  7  is  entered  in  the  right-hand 
side  of  eq  (13)  to  obtain  a  new  value  of  3==j3|.  Then  this 
new  value  of  j3  is  entered  in  the  right-hand  side  of  eq  (14), 
together  with  the  first  approximation  of  7  to  obtain  a  new 
value  of  7=7,.  Then  71  and  j3i  are  entered  in  eq  (13)  to 
obtain  a  new  j3=j32.  This  proeess  is  repeated  until  the 
values  of  j3  and  7  repeat  themselves  to  the  required  degree 
of  aeeuraey.  Their  final  values  are  then  entered  in  eq 
Ul)  and  (12)  to  obtain  the  lead  angle  correction  given  by 
eq  (10). 

The  following  calculation  e.»emplifies  the  process,  and 
the  result  may  be  compared  with  that  obtained  for  the 
same  example  by  the  Vogel  method  [21]  or  the  Van  Keuren 
method  utilizing  tables  [15,  21]. 

1)^''  — 5,  4  start  29°  Acme  screw  thread 
1.025,  nominal, 

1=0.800, 


p=0.209, 

X=  13.951927° 

u;=0.10020  (from  table  13.5,  p.  57,  [15,  21], 
a=14.5°. 


sin  a=0.25038 
cos  0=  .96814 
tan  a=  .25861 
cot  a=3.86671 
sec  a =1.03290 
cosec  0=3.99392 
l/ir=  .31830 
R=  .31916 
1/2t=  .12732 

(1/2t)*=  .01621 

l/(2Tsina)=  .50852 
l/(2TCOSa)=  .1.3151 
R/cosa=  .32966 


00041, 

76404, 

75844, 

30949, 

03122, 

91629, 

98862, 

43455, 

39545, 

13939, 

28550, 

29523, 

49520, 


7o=  .27393  42429. 


Table  13.5. — Best  wire  diameters  and  constants  for  large  lead  angles,  1-in.  axial  pilch  Acme  and  Stub  Acme  threads  (3,9°) — Con. 


Load 
anylo,  X 

3-start  threads 

4-st»rt  threads 

Lend 
ftn(!le,  X 

3>start  threads 

4-stnrt  threads 

tfl 

(C+eh 

ifi 

tri 

(C4f)i 

W’l 

(C-fc)i 

1 

6 

7 

8 

1 

6 

7 

8 

9 

deg 

In. 

In. 

In. 

In. 

deg 

In. 

in. 

in. 

In. 

13.0 

0.  .5031 6 

0.62752 

0. 50297 

0.62694 

18.0 

0. 49154 

0.612.50 

0. 49100 

0.61109 

13.1 

.50295 

.62725 

.50277 

.fiaW 

18.1 

.49127 

^■3  EH 

.  49082 

. 61073 

13.2 

. 50275 

.62699 

.50256 

.  62«'>30 

2 

.49101 

. 49054 

.61037 

13.3 

. 50255 

.62672 

.50235 

.62611 

3 

.49027 

.61001 

13.4 

.50235 

.626(6 

.50215 

.62.583 

1\  J 

.49047 

.48999 

.60964 

13.5 

.50214 

.62619 

.50194 

.62555 

18.5 

.61080 

.48971 

.60928 

13.fi 

.50194 

.62592 

..50173 

.62526 

18.6 

.48992 

.61045 

.48943 

.60891 

13.7 

.50173 

.62564 

.50152 

.62498 

18.7 

.48965 

.61011 

.48915 

.60854 

13.8 

.50152 

.62537 

..50131 

.62460 

18.8 

.48938 

.60976 

.48887 

.60817 

13.9 

.50131 

.62509 

.50109 

.62440 

18.9 

.48910 

.60941 

.48859 

.60780 

14.0 

.50110 

.62481 

..50087 

.1?.  11 

19.0 

.48882 

.60906 

.48830 

.fi0742 

14.1 

.50089 

.82453 

.50065 

.62381 

19.1 

.48854 

.  ri0K7I 

.48800 

.60704 

14.2 

.50068 

.62425 

.50043 

.62351 

19.2 

.48825 

.60835 

.60666 

14.3 

.5(104(1 

.62397 

.50021 

.6^21 

19.3 

.48797 

.60799 

. 60628 

14.4 

.50024 

.(£>308 

.49999 

.02201 

19.4 

.48709 

.00764 

.60690 

14.5 

.50003 

.62340 

.499n 

.02262 

19.5 

.48741 

.60729 

.48684 

.60662 

14.6 

.49981 

.62312 

.49955 

.62232 

19.f 

.48712 

.60693 

.48655 

.60514 

14.7 

. 49959 

.62283 

.49932 

.62202 

19.7 

.48683 

.60657 

.48625 

.00476 

14.8 

.49936 

,02253 

.49910 

.62172 

19.8 

.48655 

.60621 

.48596 

.00437 

14.9 

.49914 

.62224 

.49S87 

.62141 

19.9 

.48620 

.60585 

.48566 

.(K)398 

15.0 

.49891 

.62195 

.49864 

.62110 

20.0 

.48597 

.60549 

. 48536 

.60359 

15.1 

.49869 

.62166 

. 49842 

.62080 

20.1 

.48iK'6 

.60320 

15.2 

.49846 

.62137 

.49819 

.62049 

20.2 

. 48476 

.60281 

15.3 

.49824 

.62108 

. 49795 

.62017 

20.3 

.48445 

.60241 

15.4 

.49801 

.62078 

.49771 

.61965 

20.4 

.48415 

.60202 

15.5 

.49778 

.62048 

. 49747 

.61953 

20.5 

.48384 

.60162 

15.6 

.49754 

.62017 

.49723 

.61921 

20.6 

.48354 

.60123 

15.7 

. 49731 

.61987 

.49690 

.61889 

20  7 

.48323 

.60083 

15.  S 

.49707 

.61956 

.49675 

.61857 

20.8 

.  48292 

. C0042 

15.9 

.49683 

.61926 

.49651 

.61825 

20.9 

.48261 

.60002 

16.0 

.49659 

.61895 

.49627 

.61793 

21.0 

.48230 

.59961 

16.1 

.49635 

.61864 

.49602 

.61760 

21.1 

.48198 

.59920 

16.2 

.49611 

.61833 

. 49577 

.61727 

21.2 

.48166 

.59879 

16.3 

.49586 

.61801 

.  49552 

.61694 

21.3 

.48134 

.59838 

16.4 

.49562 

.61770 

.49527 

.61661 

21.4 

.48103 

. 59797 

16.5 

.49537 

.61738 

.49502 

.61628 

21.5 

.48071 

. 59756 

16.6 

.49512 

.6170(1 

.49476 

.61594 

21.6 

.48040 

.59715 

16.7 

.49488 

.61675 

.49451 

.61560 

21.7 

.48008 

.59674 

16.8 

.49463 

.61643 

.49425 

.61526 

21.8 

. 47975 

.59632 

16.9 

.49438 

.61611 

.49400 

.61492 

21.9 

.47943 

.59590 

17.0 

.49414 

.61.580 

.40375 

.61458 

22.0 

.47910 

.59548 

17.1 

.49389 

.61548 

.49349 

.61424 

22.1 

. 47878 

.59507 

17.2 

.49363 

.61515 

.49322 

.61389 

22.2 

.47845 

.59465 

17.3 

.49337 

.61482 

.49296 

.61354 

22.3 

.47812 

.69422 

17.4 

.49311 

.61449 

.49260 

.61319 

22.4 

. 47778 

.59379 

17.5 

.49285 

.61416 

.49243 

.61284 

72.5 

.47745 

.59336 

17.6 

.49259 

.61383 

.49217 

.  61250 

22.6 

. 4771 1 

.59293 

17.7 

.49233 

.61350 

.49191 

.61215 

22.7 

.  47677 

.  592.50 

17.8 

.49206 

.61316 

.49164 

.61180 

92.8 

.47643 

17.9 

.49180 

.61283 

.49137 

.61144 

22.9 

.  47610 

59164 

23.0 

.  47577 

.59121 

BHHHI 

HHHHI 

■HHHHi 

jnnnnnniiii 

Note.— This  table  courtesy  of  tbo  Van  iCeuren  Co. 


58 


irz-plane 
(with  lead) 

1~LA’  (with  no  lead) 


zv-plane  with  lead 
(with  no  lead,  D-0) 


Figure  13.1. — Basis  of  lead  angle  coriection  for  external 
thread. 


Mid' 

staff 

ff  (radians) 

cosff 

y 

0.53865  168 

0.02337  088 

0.02337  301 

0.90972  686 

0. 52978  325 

.54486  850 

.02226  331 

.02226  515 

.99975  214 

.  52934  621 

.  54444  357 

.02232  647 

.02232  833 

.99975  073 

.52936  984 

.54446  655 

.02232  298 

.02232  483 

.99975  081 

.52936  853 

.54446  626 

.02232  317 

.  02232  502 

.99975  081 

.52936  860 

.54446  5336 

.  02232  3160 

.02232  5012 

.99975  0807 

.62936  8598 

OP-0.524g33g62 
OQ-0.S19260ige 
C-0.011U  8 

2  OP-1.04966  79- nominal  measurement  between  centers  of  wires 
M,-2  OP+IC-1.M9  868  In.-nomlnal  measurement  over  vires 
Afr-1.M9  868- actual  measurement  over  wires 
£-1.149  868-(C+c),  (see  equations  8  and  9) 

C-4.993  929X0.100  20-1.933  367/5-0.113  720 
C+c-0.113  720+0.011  148-  0.124  868 

£-1.149  868-0.124  868-1.026  000  (as  measured) 


If  instead  of  the  Marriner  and  Wood  equations  those  of 
Vogel  are  applied  we  have 


<r—p=- 


cot’X 


cot  0- 


tan  a 
tan  X 


(16) 


where 


JV,= number  of  starts 
X=lead  angle  at  pitch  line 
a = half  angle  of  thread  in  axial  plane. 

This  equation  may  likewise  be  solved  for  0  by  iteration, 
but  various  short  cuts  are  presented  in  reference  [21], 
Including  a  short,  highly  accurate,  and  nontranscendent 
formula  for  0.  The  value  of  0  in  the  above  example  which 
satisfies  this  equation  is  0.02232  480  radian,  as  compared 
with  0.02232  601  obtained  with  the  Marriner  and  Wood 
formulas.  The  measurement  to  the  center  of  the  wires  is 
given  by  the  Vogel  formula 

2  OP=E  tan»  X(cr— cosec  ^=1.0496  622  in., 

which  is  0.0000  167  smaller  than  the  value  (1.0496  679) 
obtained  by  the  Marriner  and  Wood  formulas.  As  this 
discrepancy  is  small  compared  with  the  possible  error  in 
measurement  of  il/»,  either  set  of  formulas  is  applicable. 
Also,  the  discrepancy  between  the  value  of  (C+c)  by  the 
Marriner  and  Wood  formulas  and  that  extracted  from 
table  13.6  is  only  0.000  018  in. 

(e)  UMITATIONS  ON  THREE-WIRE  MEASUREMENT  OF  EX¬ 
TERNAL  THREADS 

When  the  lead  angle  and  diameter  of  a  thread  arc  such 
that  double  contact  of  the  measuring  wires  occurs,  it  will 
be  necessary  to  check  the  pitch  diameter  by  means  of  balte 
rather  than  wires. 

For  accurate  measurement  with  wires  single  contact  on 
each  flank  must  occur.  Measuring  wires  can  be  used  if  the 
following  formula  [26]  is  satisfied  for  a  specific  thread; 


cos  a  cot  ( 17) 

in  which 

a = half  angle  of  thread  in  an  axial  plane 
i=lead 

ft = distance  from  thread  axis  to  sharp  root  (see  fig. 
13.1) 

«)=diameter  of  measuring  wires 
i)= major  diameter  of  thread 


tan  a>^-y/l/^fi-|-^ 


If  best-size  wires  are  used,  so  that  contact  is  near  the  pitch 
line,  the  condition  for  single  contact  simplifies  to: 


tan 


rrzL 

T  V  £>»■ 


(18) 


On  account  of  the  approximate  nature  of  the  above  for¬ 
mulas,  double  contact  docs  not  necessarily  occur  when 
these  formulas  are  not  satisfied.  If  not  satisfied  the  follow¬ 
ing  formula  can  be  used  for  a  more  precise  determination: 


^  tan  a-yA  sin  “+^  (/3a-/3p)+^7x  sin  «  sin  0a 

—^cos  0A^Xseo  0psm  (0A-0p)>O  (19) 


in  which. 


=  final  value  for  y  in  the  correction  calculation 
(0.62936  8598  would  be  the  yA  for  sample  calcu¬ 
lation,  the  results  of  which  are  shown  above. 

=  final  value  for  0  in  the  correction  calculation. 
0P=cos-'  (2yA  cos  a  cos  0aID)  and  is  a  negative  angle. 

If  the  formula  is  satisfied,  double  contact  does  not  occur. 


2.  BUTTRESS  THREADS 

Two  optional  procedures  are  used  in  determining  the 
pitch  diameter  of  external  threads  from  the  reading  over 
the  wires,  The  comparator  reading  A/„  over  the 

wires  is  checked  using  a  gage  block  or  combination  as  a 
master.  Then,  using  the  average  diameter  of  the  wires, 
w,  the  pitch  diameter,  E,  is  computed  using  the  formula 

E=M,  - - ^ - w  A-f  cosec  cos  c. 

tan  a,  tan  oj  \  2  2  / 

(20) 

When  01=46°  and  aa=7°,  this  formula  reduces  to 
£=A/.-f  0.89064p-3.15689  w-c. 


In  the  optional  method,  a  reading  Afc  is  taken  over  the 
wires  plac^  on  either  side  of  a  plain  cyUndrical  plug  gage 
of  known  diameter  D.  Then,  the  distance  T  between  the 
wires  as  seated  in  the  threads  of  the  thread  plug  is  com¬ 
puted  by  formula 

T=D-Md+M. 


and  the  formula  for  pitch  diameter  E  becomes 


E^T+ 


tan  oi-ftan  oj 


(oi-foi  oci  —  az  A 

co.sec — ^ — cos — 2 - 1 


(21) 


or 


E=  T-f  0.89064p  - 1 . 16689w-  c. 


D  should  be  slightly  smaller  than  the  major  diameter  of 
the  thread  plug  gage  to  be  measured. 

In  both  formulas  20  and  21,  c  is  a  correction  depending 
on  the  angle  the  wires  make  with  a  plane  perpendicular  to 
the  axis  of  the  thread  plug  gage.  For  all  possible  single- 
start  combinations  of  diameters  and  pitches  listed  in  tables 
XIV.2,  XIV.3,  and  XIV.4,  c  is  less  than  0.0004  in.  As 
Buttress  threads  are  desig^ied  to  avoid  metal-to-metal 
fits  in  all  cases,  it  is  not  essential  that  the  absolute  value 
of  the  pitch  diameter  be  accurately  determined  by  applying 
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the  correction  c.  Accordingly,  it  is  recommended  that 
the  wire  angle  correction  be  neglected  for  these  combina¬ 
tions  and  all  other  single-start  buttress  thread  plug  gages. 
However,  if  it  is  desired  to  take  the  lead-angle  correction 
into  account,  the  following  formula  to  determine  pitch 
diameter  derived  in  reference  [3]  may  be  applied  where  the 
lead  angle  does  not  exceed  5°: 


I  l  +  +  X)  cot»  «.  +  ! 

—  V(l  +  tan’  X)  cot*aj-|-l]| 

where 

ai= flank  angle  of  pressure  flank, 

1X2=  flank  angle  of  trailing  flank, 

X=lead  angle  at  pitch  line. 

For  the  7°,  45°  Buttress  thread  this  formula  becomes 

B=M»-|-0.890643p-te{l+V60.330378(l+tan>  X)  +  l 

-  0.890643[V66.330378(l+tan2X)  + 1  -  Vtan’X+2l } 

(23) 

For  larger  lead  angles  formulas  may  be  applied  that  are 
derived  in  reference  [22], 

1.  Wire  Sizes. — In  order  to  eliminate  the  effect  of 
deviations  of  the  thread  form  on  the  calculated  pitch 
diameter,  the  “best  size”  wires,  for  symmetrical  threads, 
should  contact  the  flanks  of  the  thread  at  the  pitch  line. 
Because  of  the  wide  difference  in  the  flank  angles  of  a 
buttress  thread  it  is  impossible  for  the  thread  measuring 
wires  to  contact  both  flanks  simultaneously  at  the  pitch 
line. 

A  deviation  in  the  angle  <xi  of  the  trailing  flank  has  ap¬ 
proximately  twice  the  effect  on  the  pitch  diameter  calcu¬ 
lated  from  readings  over  wires  than  the  same  angle  devi¬ 
ation  on  the  pressure  flank  angle,  a(2.  For  this  reason  it 
was  decided  that  the  diameter  of  the  “best  size”  wire 
should  be  such  that  it  will  contact  the  pressure  flank  at  a 
point  twice  the  distance  above  the  pitch  line  that  the  con¬ 
tact  point  on  the  trailing  flank  is  below  the  pitch  line. 
This  wire  diameter  for  flank  angles  7°,  45°  is  given  by 

U)6=0.64147p.  (24) 


Figure  13.2. — Diameters  of  “best”  arid  “maximum”  thread 
wires  for  Buttress  threads. 


Table  13.6. — Wire  sizes  and  constants,  single-start  Buttress 
threads  (7°,  45°) 


Threwls 

per 

Inch 

Pilch, 

P 

diametrr, 

fr-O.M147p 

Projection, 

a-0.10Mp 

“Max”  wire 
diameter, 

i£>-0.61433p 

Projection, 

a'-0.2244p 

20 . 

in. 

o.a^ 

in. 

0. 02707 

in. 

0.0055 

in. 

0.03072 

in. 

0.0112 

16 . 

.062A0 

.03384 

.0068 

.03840 

.0140 

12 . 

.08333 

.04512 

.0091 

.05119 

.0187 

10 . 

.  loono 

.a5415 

.0109 

.06143 

.0224 

8 . 

.  12500 

.06768 

.0137 

.07679 

.0280 

6 . 

.1GM7 

.00024 

.0182 

.10239 

.0374 

5 . 

.20000 

.10620 

.0219 

.12287 

.0449 

4 . 

.25000 

.  13537 

.0274 

.15358 

.0561 

3 . 

.33333 

.18049 

.0364 

.20478 

.0747 

2H . 

.40000 

.21659 

.0438 

.24573 

.0698 

2 . 

.50000 

27074 

.a547 

.30716 

.1IZ2 

.  OuDO/ 

.36006 

.0720 

.40955 

.1496 

.80000 

.43318 

.0673 

.49146 

.1796 

i„ . 

1.00000 

.M147 

.lOM 

.61433 

.2244 

3.  BIBLIOGRAPHY  ON  MEASUREMENT  OF  PITCH 
DIAMETER  BY  MEANS  OF  WIRES 


As  shown  in  figure  13.2,  the  “best”  size  wire  will  contact 
the  pressure  flank  of  a  thread  of  basic  form  0.1944p 
below  the  thread  crest,  and  the  wire  will  project  above 
vhc  crest  0.1094p.  If  this  wire  fails  to  project  above  the 
crest  of  the  thread  in  an  actual  case,  a  larger  wire  must 
be  used.  For  such  a  case  the  maximum  wire,  having  a 
diameter  of  0.61433p,  which  contacts  the  trailing  flank 
at  the  pitch  line  should  be  used.  The  relation  of  the 
“best”  and  “max”  size  wires  to  the  flanks  and  crests  of 
the  7°,  45°  Buttress  thread  is  shown  in  figure  13.2.  The 
diameters  of  “best”  and  “max”  wires  and  the  projection 
above  the  crest  of  the  thread  are  shown  in  table  13.6. 

Because  of  the  small  pressure  flank  angle  of  7°  there 
may  be  double  contact  of  the  wire  on  this  flank  if  the  lead 
angle  is  more  than  a  few  degrees.  Such  double  contact 
will  Introduce  on  error  into  the  measurement  of  pitch 
diameter.  Double  contact  is  less  likely  with  the  “max” 
wire  than  with  the  “best”  wire,  as  the  former  contacts  this 
flank  nearer  the  thread  crest.  Therefore,  it  is  desirable 
in  such  cases  to  check  the  jiitch  diameter  measurement 
obtained  with  “best”  wires  by  measurement  with  “max” 
wires  also.  With  large  lead  angles  a  further  check  should 
be  made  using  balls  instead  of  wires.  Inconsistencies  in 
results  may  indicate  double  contact  of  wires.  If  double 
contact  occurs  with  max  wires  it  will  be  necessary  to  make 
pitch  diameter  measurements  l)y  means  of  balls. 

An  alternative  method  for  determining  whether  or  not 
single  contact  occurs  is  to  apply  the  Marriner  and  Wood 
[26]  formula  19,  p.  59,  for  the  exact  condition  for  single 
contact. 


[1]  H.H.  Jeffcott.  Notes  on  screw  threads,  Proc.  Inst. 

Mechanical  Ei^ineers,  December  1907,  1067-1108. 
Reprinted  in  (Collected  Researches,  The  National 
Physical  Laboratory,  Vol.  5,  (1909). 

[2]  O.  Eppenstein,  Die  optische  Messung  des  Flanken- 

durchmessers  von  Gewinden.  Prazision,  No.  25, 
1922. 

[3]  Derivation  of  the  general  formula  for  pitch  diameter 

measured  ^  the  three-wire  method.  NBS  Letter 
Circular  L(J  23,  Appendix  1,  (1923). 

[4]  E.  A.  Limming,  Normal  thickness  of  a  worm  thread. 

Macliincry  (London),  81,  360  and  759  (1922);  22, 
114  (1923). 

[5]  E.  A.  Limming,  Cylinders  and  spheres  for  gauging 

worm  or  screw  threads.  Machinery  (N.Y.),  3ft, 
466  (1924). 

[0]  G.  A.  Tomlinson,  Correction  for  elastic  compression 
in  the  niea-surement  of  screws  with  small  cylinders. 
Machinery  (London)  88,  616  (1926). 

[7]  G.  A.  Toinliiison,  Correction  for  rake  in  screw 

thread  measurement,  Proc.  Inst.  Mechanical 
Engineers,  December  1927,  pp.  1031-1036. 

[8]  G.  Berndt,  Die  Messung  konischer  Gewinde.  Neuss 

(1937). 

[9]  Eiarle  Buckingham,  Pin  method  of  measuring  worms 

and  helical  gears.  Machinery  (N.Y.),  43,  1  (19.38). 

[10]  G.  Berndt,  Die  Uestimmung  des  Flankendurchmes.scrs 
von  Gewinden  mit  svminetri.schem  Profil  nach  der 
Dt'ridrahtmethode,  ^it.  fiir  Instrumentenkunde. 
M.  439  (Nov.  1939). 


60 


[11]  N.  Gttnther  and  H.  Zollner,  Die  Measung  dcr  Flankcn- 

durchmesser  mehrgangigcr  Gewinde  mit  drei 
Drahten.  Feinmech,  und  Pr&z.,  47,  129  (1939). 

[12]  G.  ^rndt,  Die  Anlagekorrekturen  hei  der  Bestim- 

mung  des  Flankendurchniessers  von  symmetrLschen 
und  unsymmetriiichen  AuKHen-  und  Innengcwindcn 
nach  der  Dreidrahtmetliode  oder  mittcls  zweier 
Kugeln.  Zeit.  fiir  Inatrumentenkunde,  M,  14, 
141,  177,  209,  237,  272,  (1940);  Werkstattstechnik 
und  Werkaleiter,  34,  277  (1940). 

[13]  D.  E.  Williamson,  Effect  of  elastic  modulu-s  on 

measurement  of  thread  wires.  Production  Engineer^ 
ing  and  Management,  18,  1,  (Aug.  1940). 

[14]  Werner  F.  Vogel,  The  beat  wire  for  over  wire  measure¬ 

ment  of  general  screws.  The  Van  Keuren  Co., 
Watertown,  Mass.  (Unpublished.) 

[15]  H.  L.  Van  Keuren,  Tables  for  precise  measurement  of 

screws.  Catalog  and  Handbook  No.  34,  The  Van 
Keuren  Co.  (1948). 

[16]  F.  L.  Litvin,  Determination  of  the  thickness  of  the 

teeth  of  worms  and  spiral-toothed  wheels  with  the 
help  of  rollers  and  balls,  (Unidentified  Iluasian 
publication,  July  6,  1950.  Translation  available  at 
NBS  and  Van  Keuren  Co.). 

[17]  M.  Ogawa,  On  precision  screw  threads.  Report  of 

the  Institute  of  Industrial  Science,  Univ.  of  Tokyo, 
2,  No.  1,  (April  1951). 

[18]  Gauging  and  Measuring  Screw  Threads,  Section  VII, 

Formulae  and  corrections  for  use  in  the  measure¬ 
ment  of  the  effective  diameter  of  parallel  screw 
plug  gauges  by  means  of  small  cylinders.  National 
Physical  Laboratory,  1951. 

[19]  r.  Wolf,  Priifen  und  Messen  von  Gewinden.  Munich 

(1952). 

[20]  W.  II.  Harrison,  Analysis  of  screw  thread  measure¬ 

ment.  Machinist,  M,  602  (1952). 

[21]  Werner  F.  Vogel,  New  thre^  measuring  formulas. 

Catalog  and  Handbook  No.  36,  Appendix  D,  The 
Van  Keuren  Co.  (1955). 

[22]  M.  Gary,  Die  Berechnung  der  Gewinde-Anlagekor- 

rekturen.  Physikalisch-Technischen  Bundesanstait, 
Braunschweig,  ti.  No.  4  (1955). 

[23]  M.  Gary,  Geometrische  Probleme  bei  der  Vermes.sung 

von  zylinJrischen  Evolventen-Schnecken  und 
Evolventen-Schr&gstirnr&dem.  Koiistruktion  St 
No.  10,  412  (1956). 

[24]  E.  C.  Vamura  and  S.  J.  Johnson,  Precise  formulas 

for  overpin  measurements  of  helical  forms,  Barber- 
Colman  Co.  (1957). 

[25]  L.  W.  Nickols,  Effect  of  differences  between  U.S. 

and  Britisli  practices  in  measuring  scr’^w  gages  for 
Unified  threads,  Machinery  (I/ond.)  M,  723  (1957). 

[26]  R.  S.  Marriiier  and  Mrs.  J.  G.  Wood,  Rake  correction 

in  the  measurement  of  parallel  external  and  internal 
screw  threads.  Inst,  of  Mechanical  Engineers, 
London,  (July  1958). 


APPENDIX  14.  METRIC  SCREW  THREAD 
STANDARDS 

Metric-thread  systems  have  l)een  used  in  European 
Continental  countries  since  1848,  particularly  in  France, 
Germany,  and  Switzerland.  Efforts  toward  international 
unification  of  these  systems  led  in  1898  to  a  conference  in 
Zurich,  Switzerland,  witich  was  attended  by  representatives 
from  engineering  societies  and  other  technical  organiza¬ 
tions  in  France,  Germany,  Italy,  tlie  Netherlands,  and 
Switzerland.  Organizations  in  other  countries  such  as 
the  United  States  and  Great  Britain,  were  also  invited 
but  did  not  send  delegates. 

The  Zurich  Conference  of  1898  adopted  a  system  of 
metric  threads  which  was  practicnlly  the  sjiine  as  that 
previously  developed  in  France  by  the  Soci6t6  d’Encour- 


ageiiient  pour  I'lndustrie  INationaie  in  ibu4.  xms  sysiein 
became  known  us  the  “International  System”  und  is 
usually  designated  as  the  "SI  System”  (from  tlie  Frencli 
name,  “Sv”tifeine  Internationale”).  This  sy.stein  was 
recoinmeno.^  for  adoption  by  all  countries  where  metric 
threads  were  used  ana  covered  a  range  of  nominal  diam¬ 
eters  from  6  to  80  mm,  inclusive,  with  associated  (course) 
pitches.  Tlie  threads  were  intended  for  use  us  fastening 
threads  in  machine  construction  and  hence  for  application 
to  the  general  types  of  screws,  bolts,  and  nuts. 

The  need  for  metric  coarse  threads  in  sizes  smaller  than 
6  mm  and  larger  than  80  mm,  and  of  metric  fine  threads, 
led  a  numlier  of  Continental  Euro|)ean  eountries  to  extend 
the  original  SI  series.  However,  tliese  additional  series 
showed  differences  in  respect  to  nominal  diameters, 
pitches,  and  diameter-pitch  combinutions.  National 
standai^izing  bodies,  organized  in  Europe  during  and 
after  the  first  World  War,  made  an  effort  to  bring  some 
order  in  these  additional  series.  In  1926  the  International 
Standards  Association  (ISA)  was  founded  and  one  of  its 
first  technical  committees  dealt  with  metric  threads. 

At  a  conference  held  in  Copenhagen  in  1931,  this  com¬ 
mittee  succeeded  in  getting  agreement  in  principle  on 
five  recommended  series  of  metric  threads,  designated  by 
the  letters  A  to  E.  It  took  several  more  years  to  put  the 
final  touches  on  this  unification  plan,  and  ISA  Bulletin 
26,  in  which  the  recommended  ISA  series  are  listed,  was 
not  published  until  Septemlier,  1940.  The  original  series 
of  SI  coarse  threads  was  extended  to  diameters  as  large 
as  600  mm  (about  24  in.),  the  pitch  being  6  mm  for  all 
sizes  above  80  mm.  Therefore,  the  term  “coarse”  threads 
was  avoided  and  the  original  SI  series,  with  its  upward 
and  downward  extensions,  was  designated  as  “ISA  Series 
A.”  However,  ISA  Bulletin  26  and  the  national  stand¬ 
ards  set  up  in  accordance  with  it,  explicitly  refer  to  the 
ISA  Series  B  to  E,  inclusive,  as  “fine  threads.” 

The  ISA  became  inactive  in  1942  as  a  result  of  the  second 
world  war.  Following  the  war  the  International  Organi¬ 
zation  for  Standardization  (ISO)  was  established,  and 
ISO/TCl,  Screw  Threads,  held  its  first  meeting  at  Paris 
in  1949.  This  technical  committee  subsequently  devel¬ 
oped  recommendations  for  basic  and  design  thread  profiles, 
and  standard  series  for  metric  and  inch  screw  threads. 

1.  ISO  THREAD  PROFILES 

The  ISO  basic  profile  for  screw  threads  is  shown  on 
fig.  14.1.  The  ISO  design  profiles  of  extcrnul  uml  internal 


II-0.86603P 

T  «0.21&51p  The  Basic  Profile  the  profile  to  whlc'.i  the  allowances  and 
jj  tolerances, which  deflno  the  llrallsr't.ie  external  und  inicr« 

Y*0.10625p  nul  threads,  are  app'ted. 
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mwi  aiiu  nibiAuub  an  aiiuwuiivC)  arc  Bituwii  Ull 

figures  14.2  and  14.3.  These  ISO  basic  and  design  pro¬ 
files  apply  to  inch  as  well  as  metric  threads. 

2.  STANDARD  SERIES  FOR  ISO  METRIC 
THREADS 

Shown  in  tables  14.1  and  14.2  are  the  standard  scries 
for  ISO  metric  threads.  Table  14.1  covers  metric  screw 
threads  for  general  use.  Table  14.2  covers  metric  screw 
threads  for  screws,  bolts,  and  nuts. 


i.ri!.aivrr<iAi  lUJMo  ruK  lau  jvie.iKi(j  itiKCAUa 

ISO  metric  threads  are  designated  by  a  letter  followed 
by  the  size  and  the  pitch  as  shown  below.  Where  there 
is  no  indication  of  pitch,  the  coarse  pitch  is  implied.  For 
coarse  threads  with  diameters  up  to  and  including  5  mm, 
the  letter  is  S.  For  all  other  threads  shown  in  the  tables, 
the  letter  is  M. 

Examples: 

M6X  1  (indicates  6-mm  diameter,  1-mm  pitch) 

S0.8  (indicates  0.8  diameter,  coarse  pitch). 


Figure  14.2. — ISO  design  profile  of  external  and  internal  threads  with  an 
allowance  for  inch  and  metric  screw  threads. 

(ISO  Basic  Profile  shown  by  a  thick  line.) 


ANO  CLEARED  BELOW  DIAMETER  di 
AXIS  OF  SCREW  THREAD  _  _  _  _  _ 


Figure  14.3. — ISO  design  profile  of  external  and  internal  threads  without  an 
allowance  for  inch  and  metric  screw  threads. 

(ISO  Basic  Profile  shown  by  a  thick  line  ■> 
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Table  14.  l. — imu  metric  screw  mreuus  jor  yenerut  usCf  \j,bu  w  oKnj  mm  uiumz>wi 
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Table  14.1. — ISO  metric  screw  threads  for  general  use,  0,25  to  300  mm  diameler —Continued 


•  Pitch  1.25  of  site  14  to  be  use<l  only  for  spark  plufis. 

■>  Pitches  In  parentheses  not  to  be  used  unless  necessary. 

•  Site  39  to  be  ased  for  ball  bearing  lock  nuts. 


Sites  0.3  through  1.4  mm  with  coarse  pitches  shown  are  coverol  by  Section  V,  Cnifled  miniature  screw  threads  of  Handbook  1128  (1997),  Port  I. 
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Table  14.2. — ISO  melric  screw  threads  for  screws,  bolls,  and 
nuls,  0.S5  to  S9  mm  diameter 


Size  (basic  major 
diameter) 

Basic 

major 

diameter 

Coarse  j 

Fine 

Primary 

Secondary 

Pitch 

Threads 
per  inch, 
approxi¬ 
mate 

Pitch 

Threads 
{)er  Inch, 
approxi¬ 
mate 

mm 

mm 

in. 

mm 

mm 

0.25 

0.0008 

0.075 

339 

.3 

.0118 

.08 

318 

0. 35 

.0138 

.09 

282 

.4 

.0157 

254 

.45 

.0177 

254 

.6 

.0197 

.125 

203 

.55 

.0217 

.125 

203 

.6 

.0236 

.15 

169 

.7 

.0276 

.175 

145 

.8 

.0315 

.2 

1  127 

.9 

.0354 

'  .225 

113 

i . 

1 

.0394 

.25 

102 

1.1 

.0433 

.25 

102 

1.2 

.0472 

.25 

102 

1.4 

.0551 

.3 

85 

1.6 

.063u 

.35 

73 

1.8 

.0709 

.35 

73 

2 

.0787 

.4 

64 

2.2 

.0866 

.45 

56 

2.5 

.0984 

.45 

56 

a 

.  1181 

.5 

51 

1 

3.5 

.1378 

.6 

42 

4 

.1575 

.7 

36 

4.5 

.1772 

.75 

34 

5 

.1969 

.8 

32 

6 

.236 

1.0 

25 

7 

.276 

1.0 

25 

8 

.315 

1.25 

20 

1.0 

25 

10 

.394 

1.5 

17 

1.25 

20 

12 

.472 

1.75 

15 

1.25 

20 

14 

•  Ml 

2.0 

13 

1.5 

17 

16 

.630 

2.0 

13 

1.5 

17 

18 

.709 

2.5 

10 

1.5 

17 

20 

.787 

2.5 

10 

1.5 

17 

22 

.866 

2.5 

10 

1.5 

17 

24 

.945 

3.0 

8 

2.0 

13 

27 

1.06 

3.0 

8 

2.0 

13 

30 

1. 18 

3.5 

7 

2.0 

13 

33 

1.30 

3.5 

7 

2.0 

13 

36 

1.42 

4.0 

6 

3.0 

8 

39 

l.M 

4.0 

6 

3.0 

8 

Sizes  0.3  ttirougli  1.4  mm  an;  covered  by  Section  V,  UniOed  miniature 
screw  threads  of  Handbook  B28  (1<K>7),  Part  1. 


INDEX 


A  Pngt 

Acme  screw  threads .  1 

Allowances,  Acme  threads .  6 
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Buttress .  32 

Class  5,  Interference  fit .  48 
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Square,  modified .  45 

Stub  Acme . 21,22 

Surveying  Instrument  mounting . 40 
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Of  lead  deviations .  33 
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Electric  lamp  base  and  lamp  holder  threads . 34 

F 
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H 
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ISO  metric  threads .  62 

ISO  thread  profiles . - .  61 
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Jar  threads .  46 
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Lens  accessory  attachment  threads . 
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M 

Marking  of  gages .  7,21,22,32, 
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R 
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Photographic  equipment  threads.... 
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Studs,  class  5  fit  for . 


T 

Thickness  of  thread .  1, 

Thread  series.  Acme . 

Buttress . . 

ISO  metric . 

Stub  Acme . . 

Tightening  of  threaded  fasteners . 

Tolerances,  Acme  thread . 

Buttress  thread . 

Stub  Acme  thread . 

Wires,  thread  measuring . 

Wrench  openings . 

Torque-tension  relationship . 

Torques,  Interference  fit . 

Trailing  flank . 

Tripod  connections  for  cameras . 41, 

Tru-load  bolt . 


W 

Whitworth  threads,  British  standard... 

Wire  measurements,  limitations  on . 

Of  piteb  diameter . 
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Specifications  for . 

Wrench  openings .  47 


66 


U.S.  66VERNMENT  PRINTINfi  OFFICEilMO 


SSS2SS8  SiS82S5SS8»SSS8s-S  SSSSSSSiSSSSSU-  S  SSSS  SU  gSS228 


THE  NATIONAL  BUREAU  OF  STANDARDS 

The  scope  of  activities  of  the  National  Bureau  of  Standards  at  its  major  laboratories  in  Washington, 
D.C.,  and  Boulder,  Colo.,  is  suggested  in  the  following  listing  of  the  divisions  and  sections  engaged 
in  technical  wmk.  In  general,  each  section  carries  out  specialized  research,  development,  and  engi¬ 
neering  in  the  held  indicated  by  its  title.  A  brief  description  of  the  activities,  and  of  the  resultant 
publications,  appears  on  the  inside  front  cover. 

WASHINGTON,  D.C. 

Electricity  and  Electronics.  Resistance  and  Reactance.  Electron  Devices.  Electrical  Instru¬ 
ments.  Magnetic  Measurements.  Dielectrics.  Engineering  Electronics.  Electronic  Instru¬ 
mentation.  Electrochemistry. 

Optics  and  Metrology.  Photometry  and  Colorimetry.  Optical  Instruments.  Photographic 
Techncdogy.  Length.  Engineering  Metrology. 

Heat.  Temperature  Physics.  Thermodynamics.  Cryogenic  Physics.  Rheology.  Molecular 
Kinetics.  Free  Radicals  Research. 

Atomic  Physics.  Spectroscopy.  Radimnetry.  Mass  Spectrometry.  Solid  State  Physics. 
Electron  Physics.  Atomic  Physics. 

Radiation  Physics.  Neutron  Physics.  Radiation  Theory.  Radioactivity.  X-ray.  High 
Energy  Radiation.  Nucleonic  Instrumentation.  Radidogical  Equipment. 

Chemistry.  Organic  Coatings.  Surface  Chemistry.  Organic  Chemistry.  Analytical  Chemistry. 
Inorganic  Chemistry.  Electrodeposition.  Molecular  Structure  and  Properties  of  Gases. 
Physical  Chemistry.  Thermochemistry.  Spectrochemistry.  Pure  Substances. 

Mechanics.  Sound.  Mechanical  Instruments.  Fluid  Mechanics.  Engineering  Mechanics.  Mass 
and  Scale.  Capacity,  Density,  and  Fluid  Meters.  Combustion  Controls. 

Organic  and  Fibrous  Materials.  Rubber.  Textiles.  Paper.  Leather.  Testing  and  Speci¬ 
fications.  Polymer  Structure.  Plastics.  Dental  Research. 

MetaUurgy.  Thermal  MetaOurgy.  Chemical  Metallurgy.  Mechanical  Metallurgy.  Corrosion. 
Metal  Physics. 

Mineral  Products.  Engineering  Ceramics.  Glass.  Refr'actories.  Enameled  Metals.  Consti¬ 
tution  and  Microstructure. 

BuUding  Technology.  Structural  Engineering.  Fire  Protection.  Air  Conditioning,  Heating, 
and  Refrigeration.  Floor,  RooL  and  Wall  Coverings.  Codes  and  Safety  Standards.  Heat 
Transfer.  Gmcreting  Materials. 

Applied  Mathematics.  Numerical  Analysis.  Computation.  Statistical  Engineering.  Mathe¬ 
matical  niysics. 

Data  Processing  Systems.  SEAC  Engineering  Group.  Components  and  Techniques.  Digital 
Circuitry.  Digital  Systems.  Analog  Systems.  Applications  Engineering. 

•  OfiBce  of  Basic  Instrumentation.  •  Office  of  Weights  and  Measures. 

BOULDER,  COLORADO 

Cryogenic  Engineering.  Cryogenic  Equipment.  Cryi^enic  Processes.  Properties  of  Materials. 
Gas  Liquefaction. 

Radio  Propagation  Physics.  Upper  Atmosphere  Research.  Ionosphere  Research.  Regular 
Prediction  Services.  Sun-Earth  Relationships.  YHF  Research.  Radio  Warning  Services. 
Airglow  and  Aurora.  Radio  Astronomy  and  Arctic  Propagation. 

Radio  Propagation  Engineeriiig.  Data  Reduction  Instrumentation.  Radio  Noise.  Tropo¬ 
spheric  Measurements.  Tropospheric  Analysis.  Propagation-Terrain  Effects.  Radio-Mete- 
o^ogy.  Lower  Atmosphere  Physics. 

Radio  Standards.  High-Frequency  Electrical  Standards.  Radio  Broadcast  Service.  Radio  and 
Microwave  Materials.  Atomic  Frequency  and  Time  Standards.  Electnmic  Calibration 
Center.  Microwave  Circuit  Standards. 

Radio  Conunimication  and  Systems.  Low  Frequency  and  Very  Low  Frequency  Research. 
High  Frequency  and  Very  High  Frequency  Research.  Modulation  Systems.  Antenna  Re- 
eeardi.  Navigation  Systems.  Systems  Analysis  Field  Operations. 


